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a typical pallet 


. * 
n ew F E ta RO CAR B89 of FERROCARBO Briquettes 


showing interlocking 
pattern and entry feature. 


pac kag Ng eee Litt tests prove 


excepuonal strength up to 
60 times greater than 
conventional packaging. 


\ Improves 
material 
handling 


CARBORUNDUM, constantly alert to 
customers requirements, has introduced 
a new FERROCARBO package. This has 
been designed by CARBORUNDUM pack- 
aging engineers to meet its foundry 
customers’ known problems of storage, 
handling and loading of the patented 
additive — FERROCARBO Briquettes. 

Sturdy, 16-unit open top cartons, 
packed in an interlocking pattern, pro- 
vide a lower, more compact pallet load. 
Greater accessibility is afforded by a 
4-way entry feature, thus reducing han- 
dling time and costs to a minimum. 
Strong, weather-proof covers protect 
the pallet under outside storage condi- 
tions. Also, the complete FERROCARBO 
package is adequately labeled to insure 
immediate recognition. 


- 


Sixteen briquettes are packed in 
sturdy, more compact individual cartons of 
open top design for quick, easy loading. 


FERROCARBO Briquettes by CARBORUNDUM are widely used by foundrymen to produce sound castings with required 
strength, ductility and hardness properties. Tests in leading foundries have demonstrated that FERROCARBO - treated 
iron has considerably better machining properties due to structure control and freedom from segregation. 
ACTUAL CASE HISTORY INFORMATION is available on how FERROCARBO produces more machinable iron 
regardless of metal composition. Write for booklet A-1409, Electro Minerals Division, Department 84-82, 
The Carborundum Company, Niagara Falls, N. Y. 


ELECTRO MINERALS DIVISION 


CARBORUNDUM 


REGISTERED TRADEMARK 


BURGH « Cleveland « Buffalo ¢ Philadelphia 


FERROCARBO DISTRIBUTORS —KERCHNER, MARSHALL & CO., / 


ningham « Los Angeles « Canaa 


MILLER & COMPANY, CH/CAGO « St. Louis « Cincinnati 
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B.EGoodrich 


Photo courtesy of Whirl-Air-Flow Corp., Minneapolis, Minn. 


Pipe carries sand the easy way 


B. F. Goodrich improvements in rubber brought extra savings 


Problem: In this foundry, workmen 
used to push wheelbarrows loaded with 
sand to the coremakers. Now the sand 
is simply blown through those over- 
head pipes to hoppers all over the 
building. Only one trouble. 

A flexible hose was needed to switch 
the sand from one pipeline to another. 
(See inset.) Rubber hose was tried. The 
swirling sand quickly wore holes in it. 
Another kind stretched so much from 
the constant flexing that it jammed the 
switch. 

What was done: WhenaB.F.Goodrich 
man heard of the problem he recom- 
mended a hose, specially developed by 
B.F.Goodrich to handle rough mate- 
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rials. It is made with a special wear- 
resisting rubber, so tough it outlasts 
hard steel 10 to 1 on many jobs. The 
hose has a specially treated fabric rein- 
forcement that keeps it from stretching. 
Savings: The B.F.Goodrich hose was 
tried. Instead of digging in and cutting, 
the sharp particles of sand simply 
bounce off the extra-soft rubber lining. 
It has now given 2 years of service and 
shows no signs of wear or stretch. In 
fact, the company making this equip- 
ment is now using only B.F.Goodrich 
hose. 

For information: This hose is one of 
hundreds of kinds B.F.Goodrich 
makes for thousands of industrial uses. 
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Your B.F.Goodrich distributor can 
recommend a hose exactly fitted to 
meet the special requirements of 
your work. And, as a factory-trained 
specialist, he can answer your ques- 
tions about a// the rubber products 
B.F.Goodrich makes for industry. 
B.EGoodrich Industrial Products Co., 
Dept. M-293, Akron 18, Ohio. 


B.EGoodrich 


INDUSTRIAL PRODUCTS 
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FEDERAL GREEN BOND BENTONITE 


i f-Tilelg-lemsielam Zelen. 


for 
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specify 
GREEN BOND 


. 


Leal RYO Arie: 
(*Low- Gelatinating) Rie ah an . 
The highest grade, pure Western 
Bentonite ideal for bonding regular 
synthetic sand systems containing fines, 
cereals, and residual clay. The L-J 
characteristic makes it possible to 
attain high green and dry compression 
strength with the addition of a 
minimum quantity of water. FEDERAL 
GREEN BOND L-J permits a thinner 
slurry and faster mulling; reduces 
the strain on pumps when 
used in a slurry system. 


The “Best of the Bentonites” for 32 years, 
old reliable GREEN BOND is 
absolutely uniform, unadulterated 
and free from chemicals. 


Send for L-J TEST SAMPLE 


= Se fe ee eee ee SS ee 


a2 oro mie 


Archer-Daniels-Midland Company 
Federal Foundry Supply Div. 

2191 West 10th Street 

Cleveland 2, Ohio 


Arg><-rm 


Will you please have your Technical Repre- 
sentative arrange for a test of GREEN BOND 
BENTONITE L-J in our foundry. 


NAME 
TITLE 
COMPANY. 


ADDRESS —_____ 


for 
STEEL CASTINGS 
specify 


| 


(* High - Gelatinating) 


GREEN BOND H-J means high 
gelatinating, and is mined exclusively for 
steel foundries where new or 
reclaimed sands are used. New sands, 
having no organics, fines, 
or residual clays to retain moisture, 
require the addition of high-gelatinating 
Bentonite for moisture retention. 


FEDERAL GREEN BOND H-J absorbs and 
retains water better in such sands 
than any Bentonite you can use. 
This material completely meets steel 
founders’ requirements. 
GREEN BOND H-J may be furnished 
either granular or pulverized 
to conform to various mulling and 
air conditioning systems. 


TEST SAMPLE 
vy Vey ae: ee 


Archer-Daniels-Midland Company 
Federal Foundry Supply Div. 

2191 West 110th Street 

Cleveland 2, Ohio 


Will you please have your Technical Repre- 
sentative arrange for a test of GREEN BOND 
BENTONITE H-Jin our foundry. 


NAME 
TITLE 
COMPANY. 


ADDRESS 
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John Mokren and Joe Zargel, coremakers at Hill-Acme are stripping the box from 
o@ 3000-ib. LIN-O-SET core which is typical of much of the core work in this modern 
foundry. Two of these giants form the core assembly for a 3'/2-ton machine tool 
base pan casting. Note the delicate undercut on the left side of the core, which 
involved considerable time and trouble prior to the use of LIN-O-SET 


Hill-Acme castings are known for their excellent finish. They 
attribute this to high density of LIN-O-SET cores, and the 
use of FEDERAL No. 801 PLUMBAGO COREWASH. Illustra- 
tion shows Paul Colella spraying on FEDERAL No. 801 


Otto Spirek, plant superintendent at 
Hill-Acme, discusses mixing procedures 
with Dan Chester, ADM Technical Serv- 
ice Mgr., who makes periodic checks on 
procedures, and stands ready to apply 
his specialized knowledge to core prob- 
lems as they arise. 
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a. 4 Om. @ Da reports on value of... 


LIN-O-5ET 


% the fabricating time 
% the baking time 


...and vastly improved casting finish. These are the primary reasons 
why HILL-ACME COMPANY of Cleveland, Ohio, switched from 
conventional core oil to LIN-O-SET. 


Larry Rayel, ADM Representative, suggested that Hill-Acme try 
LIN-O-SET as an experiment. The huge, complicated cores presented 
constant problems: for instance, they had to use back-up sand to 
reinforce delicate undercuts; it was difficult to hold dimensional 
stability and at the same time attain sufficient flowability for easy 
ramming; they had to “baby” green cores due to their extreme size 
and weight; then the large cores had to bake for two nights. 


After a demonstration by ADM Technical Service Manager, 
Dan Chester, it was decided to put LIN-O-SET into the entire 
core operation. 

Now, a year later, these are the recognized benefits: after a short 
air-curing period, core boxes are stripped faster and easier without 
danger to the core, and the core has absolutely no sag after stripping; 
there is less need for rodding; high green strength of the cores as 
drawn permits safer handling, reducing green core breakage; mini- 
mum ramming and tucking are required due to low green strength 
and high flowability of LIN-O-SET sand as discharged from the 
muller. All in all, total fabrication time for LIN-O-SET cores is 
estimated to be at least 50% less. 

Baking time was reduced from two nights to one night. Excellent 
collapsibility of the cores reduces cleaning to a minimum. 

Perhaps a demonstration of LIN-O-SET in your foundry will 
bring about attractive savings for you. Write for LIN-O-SET 
technical bulletin. f“ ! 
\Archéry~ 
Archer Baniels-Miidland company< x 

FEDERAL FOUNDRY SUPPLY DIVISION 
2191 West 110th Street * Cleveland 2, Ohio 


Aim toward better castings through the use 
of Archer Quality Supplies: 


GREEN BOND H-J FEDERAL LINOIL ADMIREZ 


High-gelatinating Sand Stabilizer Core Oils Foundry Resins 


Bentonite 
FEDERAL INDUCTOL ADCOSIL 


GREEN BOND L-J Core Washes Fast-baking COz Binders 
Low-gelatinating FEDERAL Core Oils LIN-O-CEL 


Bentonite P S d t b | Zz 
lumbagos on abdiizer 


CROWN HILL FEDERAL Air-setting FRE-FLO 
Sea Coal Core Pastes Core Binders Parting Compound 





How to candle a horseshoe! 


If castings were like eggs a simple candle 
would solve all inspection problems. 


Getting inside things to ‘“‘have a look 
around”’ is unfortunately a somewhat more 


critical process. 


And since life itself often depends upon 
the delicate layer of silver that reveals 
flaws, only an X-ray film having superb 
gradation and tonal separation can be 
depended on in routine as well as 


specialized work. 


And tonal separations are the very 

characteristic that makes Ansco X-ray 

films special. That’s because only Ansco , , 
X-ray films are critically coated to , ) = ray , 
tolerances that provide unequalled quality rei SR 
and uniformity. Ansco X-ray films... 


for candling horseshoes! 


Ansco, a division of General Aniline & Film Corp., Binghamton, N. Y. 
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Damage !n 


HAVE YOU MET THE 
JLIeouss Wwe 


Hen tell you the story of the “impossible” rubber that helps deliver a hot blast to cold jets’... 

or the case of the 3600 mph wind tunnel. Perhaps you'll want him to tell how he helped seal a delicate 
gyroscope ...or show you the brick that floats. Here’s a man with a thousand success stories 

about UNION CARBIDE Silicones. 

But the Silicones Man is in reality many men—in sales engineering, technical service, research, 
and development —all working together as the Silicones Division of UNION CARBIDE. Between 
them they possess tremendous knowledge about the wonderful world of silicones. There’s 
a Silicones Man in most major cities. Put him to work on your problems today. For a 
complete description of many silicone products, write for the booklet “Look to 
UNION CARBIDE for Silicones,” Dept. FY-3, 


Silicones Division, Union Carbide Corporation, 


30 East 42nd Street, New York 17, N. Y. Ey Site). 
rey :\-j=110) 3 SILICONES 


TRADE- MARK 


The term “Union Carbide” is a registered trade-mark of UCC. 
In Canada: Bakelite Company, Division of Union Carbide 
Canada Limited, Toronto 7, Ontario 
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WASHES : WAS 


no matter what the application ... there is 


Mold Wash for every foundry need... or 


SIPAC 


with only the addition of water, produces a bright, 
gold-colored coating with fine, smooth surfaces, 
using any foundry sand. It’s non-carbonaceous and 
inert and will not react with any molten metal, 
including grey iron and steel. Resists flaking and 
completely protects core surfaces. You get im- 
proved casting quality. Sipac is available in 55 
gallon drums, ready for mixing and dilution to 
desired Baume —even to a scale of 32 — without 
settling. 


MEXICAN® VV FLAKE 
(‘volatile vehicle’’)— 
meets the growing de- 
mand for good mold and 
core wash suited to carbon 
dioxide mold-core hard- 
ening process. Completely 
compatible with isopropyl 
alcohol, oleum spirits, 
kerosene or similar 
agents, Mexican VV Flake 
provides extra refractory 
protection . . . improves 


MEXADIP® — refractory core coating 
containing its own binder, requires 
only water to prepare it for use. Will 
skin hardness . . . gives not ferment, produces a very uniform, 
better casting quality. even coating over entire core with 
Comes in paste form, suit- practically no sagging, running or 
able for application by dripping. Use it throughout foundry 
spraying or dipping. for green or baked cores, ferrous or 
nonferrous foundry practice. 


THE UNITED STATES 
GRAPHITAR” carson-crapuire ° GRAMIX” powneneo mera parts © MEXICAN” crapuine propucts © USG° prusues 


8 FOUNDRY 





HES - WASHES 


a United States Graphite Company Core or 





one may be engineered to your requirement 


MEXICAN® COLUMBIAN PLUM- 
BAGO- versatile wet blacking used 
for loam work, green or dry sand or 
torch dried molds where soft coat with 
high resistance is required. Suitable 
for all types of castings, including 
those of over 25 tons, high steel mix- 
tures and castings poured at high tem- 
peratures. 


p product Sr arES 
UNITED STATES 
w APHITE COMPA 
gascoooe 
a 


acum 


No. 866® — is a wet blacking without 
binder. Provides soft coating with 
good refractory properties for molds 
and cores of medium and light sec- 
tioned castings. Also makes good 
blacking for bell end cores in pressure 
pipe manufacture. Can be applied by 
spraying, brushing or swabbing at 40- 
45 Baume. 


SLICK RITE® — compounded from a 
base of high quality flake graphite to 
produce best slicking qualities, Slick 
Rite is applied to green sand molds by 
hand rubbing, tooling or brushing. 
Excellent casting quality obtained 
when mixed with water and molasses 
to produce wet lead for spraying 
molds and cores. 


MEXICAN® 700 — is particularly 
suitable for large molds and dry sand 
cores of high carbon iron such as cast 
iron rolls and ingot mold castings 
poured at intermediate temperatures. 
Contains no binder. 


MEXICAN® 172—high refractory 
wet blacking with binder. For appli- 
cation to both molds and cores of 
heavy sectioned castings where best 
possible finish is required under severe 
pouring conditions. 


Write today for engineering bulletin 
No. 17 giving complete details and 
application methods of core and mold 
washes for all ferrous and nonferrous 
foundries. 


GF-244-2 


GRAPHITE COMPANY 


DIVISION OF THE WICKES CORPORATION, SAGINAW 14, MICHIGAN 
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Imperial Hot Belt still going strong 
after 27,000 hours 


The shakeout conveyor belt pictured 
above (236’ of 24” x 5 ply) has al- 
ready handled over 200,000 tons of 
red hot sprues and 300° to 400° sand 
for Briggs Manufacturing Co. It is 
still in excellent condition! 

Unusual? Not for Imperial* Insu- 
lated Sahara* Belting, job-designed 
for the destructive high-temperature 
conditions of foundry service. 
Job-designed belting. [mperial Sa- 
hara Belts are protected against heat 
damage and 
special impregnating compounds. 
Double-stitched, INNERLOCKED* 


construction positively prevents plies 


by asbestos insulation 


from separating. 

Other Imperial Sahara 
designed to handle temperatures to 
600°. To find out which Imperial] 
Belt best fits your requirements, send 
for new Belting Catalog and Engi- 
neering Handbook. 


Jelts are 


*Reg. Trademark of 
Imperial Belting Co. 


BELTING COMPANY 


1755 S. Kilbourn Ave., Chicago 23, Ill. 


You expect MORE from Imperial 
. «and you get MORE! 








Mail this coupon 
today for NEW 
Belting Catalog and 
Engineering Handbook 





Address 
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| § PECIAL Shell Molding Report: 
What is the future of the shell 
molding method of producing cast- 
ings? The answer to this and other 
questions concerning that process 
will be included in a special edi- 
torial report on Shell Molding to 
be presented in the April issue. 
Producers of shell molded cast- 
ings have co-operated in giving us 
considerable data on what they are 
doing with the shell molding proc- 
ess and this information will be tab- 
ulated for presentation in the re- 
| port. These foundrymen also were 
| asked to comment on the follow- 
| ing questions: 1. In your opinion, 
what will be the future trends in 
| the production of shell molded cast- 
ings? 2. What can equipment sup- 
pliers do to aid your shell mold pro- 
duction? 3. What can material sup- 
pliers do to aid shell mold produc- 
tion? Answers were interesting and 
varied, and will be presented in 
some detail. 
To help round out the picture 
of where we are and where we are 
| going, producers of resins and man- 
| ufacturers of shell molding equip- 
| ment also were asked four ques- 
| tions, and their answers will be 
| presented. 
Producers of resins were asked: 
| 1. Do you believe that new or im- 
proved resins will be developed 
within a reasonable time which will 
| help produce better castings? 2. Do 
you see any possibility of reducing 
the cost of resin to foundrymen 
through development of new resins 
or new resin manufacturing proc- 
esses? 3. Will new developments 
or practices permit more uniform 
control of resins supplied foundry- 
men? 4. What is your opinion of 
the future of shell molded castings? 
Equipment manufacturers were 
| asked: 1. What will be the future 
trends in shell molding equipment? 





Will future machines be faster, sim- 
pler, sturdier, more flexible, or 
cheaper? 2. Do you see improve- 
ments in methods of handling sand 
to the pattern? Can resin segrega- 
tion be eliminated? 3. What will be 
the trends in shell molding sand 
reclamation? 4. What is your opin- 
ion of the future of the shell molded 
castings industry? 

The report will include case 
studies on five foundries producing 
shell molded castings, an article on 
patterns for shell molding, and a 
report on recent research in the 
field. 

The editors believe you will find 
the report in the April issue very 
interesting and instructive. 

= ( 


Delport Honored: The editors are 
mighty proud that our colleague, 
Vincent Delport, European editor, 
has been awarded an_ honorary 
membership in the Association 
Technique de Fonderie of France 
for the great services he has ren- 
dered the French foundry industry 
in a liaison capacity. 

Congratulations, Vincent, for this 
well deserved honor. 

on 

Visiting Filipinos: A Philip- 
pine Foundry and Machine Shop 
Productivity Study Team has been 
visiting foundry centers in the 
United States under the auspices of 
the International Co-Operation Ad- 
ministration. Plants were visited in 
the San Francisco, Chicago, and 
Cleveland areas. Friday, Feb. 7 was 
spent at the Penton Building in 
Cleveland, visiting with trade asso- 
ciation representatives and editors 
of Founpry. 

During a visit of five members 
of the group at the Whiting Corp., 
Harvey, IIl., on Feb. 3, the photo- 
graph reproduced below was taken. 
From left to right, front: Catalino 
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The value of WeW KUPLOMIX 





for monolithic 
linings, free 
from joints 
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is measured in the dollars it saves! 


Yes, degrees of quality are measurable in dollars . . . governed by 
service life, resolved to the amount consumed per unit of produc- 
tion—maintenance costs—labor savings resulting from ease of 
installation. 

The unusual optimum combination of physical and chemical 
properties of this modern refractory which provides monolithic 
joint-free linings is accounted for by various important factors 
here briefly mentioned. 

H-W KUPLOMIX is made with an exceedingly refractory bond 
clay and quartzite having a silica content of 99% plus. The 
thoroughly weathered clay imparts the most desirable workability, 
dry strength and high temperature ceramic set. The high purity 
quartzite having equiaxed dense grains is carefully sized for 
securing maximum density and strength. Careful quality control 
of chemical composition and physical properties, including moisture 
content for the avoidance of segregation, assures the uniformity 
necessary for the use of granular refractories with best results. 

H-W KUPLOMIX is easy to apply either by air-placement 
guns or by ramming. It is exceedingly resistant to the impact 
and abrasion of the cupola charge, the erosive action of molten 
metal and slags and to the chemical attack of slags. 


World’s Most Complete 
Refractories Service 


Harbison-Walker Refractories Company 


AND SUBSIDIARIES General Offices: Pittsburgh 22,Pa. 
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O. Luciano, president and general 
manager, Pacific Engineering Co., 


' | Manila, and leader; Santos B. 
A NEW LIGHT-DUTY TROLLEY | Manila, and team leader colon 


Barrows, superintendent, 
CONVEYER ...ENGINEERED AND _ National Shipyards, Mariveles, Ba- 
| taan; Casto L. Cosme, superintend- 
STANDARDIZED BY | ent, National Shipyards & Steel 
| Corp., Manila, and team secretary; 
rear, Maximo M. Mercado, super- 
intendent, Atlantic, Gulf & Pacific 
Co., Manila; Tomas L. Parpana, 
president and general manager, Par- 
pana Machinery Mfg., Manila; and 
Leslie A. White, project manager, 
International Co-Operation Admin- 

istration, Washington. 
— 


Not Enough: Safety is something 
that has to be worked at all of the 
time. While an employee may have 
knowledge of good safety habits, 
he is a potential accident statistic 
unless he practices the safety habits 
constantly. 

With this fact in mind, Allis- 
Chalmers Mfg. Co., Milwaukee, has 
underway a 15-month program 
based on the theme “Knowing’s Not 
Enough,” and stressing the impor- 
tance of practicing safety techniques, 
both at work and at home. A film 
entitled “Knowing’s Not Enough,” 
meetings, direct mail to the em- 
ployee’s home, employee publica- 
tions, decals for auto bumpers, and 
fact folders are some of the props 
to be employed. 

Every foundry manager might 
take a leaf out of the A-C book and 

; undertake an all-out program of 
A #232 Trolley Conveyer Applied for painting, drying and safety now. Such a program bene- 
storage of miscellaneous parts. | fits both management and em- 
ployees. 
bier light-duty Troliey Conveyer has several features 5 O 
which make it a leader in the field of overhead con- 
veying. It is comparatively easy to install, with hanger- New Type Face: This issue of 
rod and angie hanger supports available to meet any FouNDRY appears in a new type 
supporting requirements. Standard turns, vertical | dress. 
bends, and takeup assemblies are made in sizes and | It is known as Cornell, and it 
eyes te Tt SVEN eS Cae was selected after consultation with 
type experts and extensive studies 
The drive units have a wide range of capacities and by the Penton Press Division, the 
horsepowers, with conveyer speeds ranging from one |! Art Department, and the editors. All 
to fifty feet per minute. ‘ believe it is cleaner, easier to read, 


The #232 wheel was specifically designed for trolley and more attractive than the face 
conveyer service and is an outstanding performer. This /4™ l | which has been in use for many 
equipment is priced reasonably and is available from j years. 
stock, being assembled from standard parts throughout. Wri " We hope you will like it too. 
-—-O-— 


Too Littk—Too Late: The sad 
story of what might have been was 
‘ Boss ger sn WS CONVEYER COMPANY told recently when a return card for 

ENERAL ‘ . . . . « ELLWOOD CITY, PENNSYLVANIA a group cost meeting held by a 
PACIFIC COAST DIV... . MATHEWS CONVEYER COMPANY WEST COAST, trade association in the foundrv 


SAN CARLOS, CALIFORNIA field or duckies Aslatel 
CANADIAN DIVISION . MATHEWS CONVEYER COMPANY, LTD., PORT HOPE, leld carried the folowing doletu 
ONTARIO. notation: 


“Please remove our name from 


AT on =" your mailing list. Unable to attend 
meeting because we did not learn 

/ enuff about costs soon enuff.” 
Member Foundry Cpugpment Manudfaclirers /tasocialion) FGS. 
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MéAreews 1YP8 a3 


Write for Bulletin T-58 today. 








AGAIN AT COSTS 


Pretty grim prospect? If your high cleaning room costs are 
for the birds, there’s an easy way to cut snagging time and 
whip the situation. Switch to CINCINNATI (PD)° SNAGGING 
WHEELS, the greatest grinding development in years! 


It doesn’t take any trouble to find out what our customers 
think of CINCINNATI (PD) SNAGGING WHEELS. They’re sky- 
high in their praises of the fast, easy cutting action. Our 
customers report, too, that POSITIVE DUPLICATION (PD) 
means another saving. “ON GRADE” with a CINCINNATI 
(PD) WHEEL means all future (PD) WHEELS will act and grind 
exactly alike. 

CINCINNATI (PD) WHEELS are made in vitrified and resinoid 
bonds for both ferrous and non-ferrous foundries and are 
available in a complete variety of sizes and shapes. And these 
better, cost-cutting (PD) SNAGGING WHEELS are priced no 
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higher than ordinary wheels. 


So if you want to escape hovering worries and hold down 

costs while improving performance, see your CINCINNATI 

Grinding Wheels Distributor or contact us direct. Write, wire 

or telephone Sales Manager, Cincinnati Milling Products 

Division, Cincinnati 9, Ohio. 

Remember—only CINCINNATI (PD) WHEELS give you 
(or 


ls 


A PRODUCTION-PROVED PRODUCT OF THE CINCINNATI MILLING MACHINE CO. 
° Trade Mark Reg. U.S. Pat. Of 
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HEL UM MEME 
Threaded-Stems 
20-ga- A" 


Milwaukee Chaplet & Mfg. Co. 


1025 SOUTH 40th STREET © MILWAUKEE 46, WISCONSIN 
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Calendar of 
MEETINGS 


Mar. 12-13—Foundry Educational Foundation, 
college-industry conference, Hotel Statler, 
Cleveland. 

Mar. 17-18— Steel Founders’ Society of 
America, annual meeting, Drake Hotel, 
Chicago. 

Apr. 8%—Material Handling Institute, spring 
membership and directors meeting, Cleveland 
Hotel, Cleveland. 

Apr. 9-10— Malleable Founders’ Society, 
Market Development Conference, Edgewater 
Beach Hotel, Chicago. 

Apr. 14-17—Design Engineering Show, Inter- 
national Amphitheatre, Chicago. 

Apr. 21-23—Association of Iron and Steel 
Engineers, spring conference, Dinkler-Tut- 
wiler Hotel, Birmingham, Ala. 

Apr. 21-26—American Industrial Hygiene As- 
sociation, annual meeting, Claridge Hotel, 
Atlantic City, N. J. 

May 1-8 — American Society of Tool Engi- 
neers, annual meeting and convention, Con- 
vention Center, Philadelphia. 

May 5-6—American Institute of Mining, Metal- 
lurgical & Petroleum Engineers, conference 
on properties of high-strength steels, Penn- 
Sheraton Hotel, Pittsburgh. 

May 8-9 — Magnesium Association, annual 
closed meeting, Grove Park Inn, Asheville, 

> N.C. 

May 8-9—Refractories Institute, annual meet- 
ing, Homestead, Hot Springs, Va. 

May 8-10—American Material Handling So- 
ciety, western regional material handling 
show, Great Western Exhibit Center, Los 
Angeles. 

May 12-16—American Society for Metals. ist 
southwestern metal congress and exposition, 
Automobile Bldg., Dallas, Tex. 

May 13-15—Investment Casting Institute, 
spring meeting, Edgewater Beach Hotel, 
Chicago. 

May 14-16—Society for Experimental Stress 
Analysis, spring meeting, Manger Hotel, 
Cleveland. 

May 19-23—American Foundrymen’s Society, 
62nd annual convention and exhibition, Pub- 
lic Auditorium, Cleveland. 

May 19-20—Non-Ferrous Founders’ Society, 
annual meeting, Carter Hotel, Cleveland. 

May 21-22—American {ron & Steel Institute, 
annual meeting, Waldorf-Astoria Hotel, New 
York. 

June 9-10—Malleable Founders’ Society, an- 
nual meeting, Homestead, Hot Springs, Va. 

June 9-12—National Materials Handling Expo- 
sition, Public Auditorium, Cleveland. 

June 9-13—International Automation Exposi- 
tion and Congress, Coliseum, New York 
City. 

June 12-13 — American fFoundrymen’s  So- 
ciety, annual chapter officers conference, 
Hotel Sherman, Chicago. 

June 19-21—American Foundrymen’s Society, 
foundry instructors seminar, Case Institute 
of Technology, Cleveland. 

June 22-27—American Society for Testing Ma- 
terials, annual meeting, Statler and Shera- 
ton-Plaza Hotels, Boston, Mass. 

Sept. 10-11—American Die Casting Institute, 
annual meeting, Edgewater Beach Hotel, 
Chicago. 

Sept. 15-19—Instrument Society of America, 
annual instrument - automation conference 
and exhibit, Convention Hall, Philadelphia. 

Sept. 22-23—Steel Founders’ Society of Amer- 
ica, fall meeting, Homestead, Hot Springs, 
Va. 

Oct. 8-10—Gray Iron Founders’ Society, an- 
nual meeting, Sheraton Park Hotel, Wash- 
ington. 

Oct. 16-18—Foundry Equipment Manufacturers 
Association, annual meeting, Greenbrier, 
White Sulphur Springs, W. Va. 

Oct. 18-21—Conveyor Equipment Manufactur- 
ers Association, annual meeting, Greenbrier, 
White Sulphur Springs, W. Va. 

Oct. 27-31—American Society for Metals, na- 
tional metals exposition and congress, Pub- 
lic Auditorium, Cleveland. 

Nov. 10-12—Steel Founders’ Society of Amer- 
fea, technical and operating conference, 
Carter Hotel, Cleveland. 
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“No machining complaints since I used SMZ alloy” 





You can eliminate chilled corners and hard spots in gray nTReaten. a 
iron castings with ladle additions of “SMZ” alloy. Machining rates 

can thus be improved by as much as 25 per cent, giving 

you more satisfied customers. 







“SMZ” alloy is the most widely used inoculant in the iron foundry F. 
industry. As little as 2 to 4 pounds of “SMZ” alloy per ton of iron weal 


are sufficient to eliminate chill in light castings. For harder These: chill Wediacalew few “UX” alloy ve 
irons of lower carbon and silicon contents, a larger addition duced chill in a 3.15% carbon, 1.80% silicon iron. 


of the alloy may be required. 


For information on how “SMZ” alloy can improve the machineability 


of your castings, contact your ELECTROMET representative. Flectromet 


Ask for the booklet, “SMZ Alloy—An Inoculant for Cast Iron.” 
FERRO-ALLOYS AND METALS 


ELECTRO METALLURGICAL COMPANY, Division of Union Carbide 
Corporation, 30 East 42nd Street, New York 17, N. Y. Si Site). 
fos. N-i=3)e) = 








The terms “‘Electromet,” “SMZ," and “Union Carbide” are registered trade-marks of Union Carbide Corporation. 
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His new 
erinding 
technique 


Twenty-eight years ago Jack O’ Sullivan was run- 
ning a swing-frame grinder for Crucible Steel... 
now he’s President of Engineered Sales Co., one 
of New Jersey’s largest abrasive distributors. He 
knows grinding from the operator’s point of view 
and from the cost accountant’s. 


FOUNDRY 





Big foundries have big grinding problems. 
For example, Cooper Alloy Corporation, 
pioneer in the production casting of stainless 
steel valves and fittings, had this one: they 
found that some grinding jobs just couldn’t 


New baby swing- frame takes weight load of portable be done with big swing-frame grinders. Yet 
grinder off operator... enables him to grind smooth, 
flat surface without accidental scars and nicks due 


to Satigne. portables . . . expensive, too. 


cuts costs and back-aches ites were, tnatis, 


until Bay State distributor Jack O’Sullivan 


they were backbreakers when done with 


came up with an idea. Working with Bay 

State and Fox Grinders, Inc., he devised a 

baby swing-frame that used the conven- 

tional cup and raised hub disc wheels 

normally used only on portables. This en- 

abled Cooper’s operators to grind hard -to- 

reach surfaces and notch or cut off sprues, 

“e gates and risers... without fatigue... and 

Tricky LD. grind demaniselien,preie touch with with a great deal more speed and accuracy 
Operator is free to concentrate on accuracy. 

Like Jack O’Sullivan, all Bay State repre- 
sentatives are more than just grinding wheel 
salesmen. That’s why they often come up 
with ideas that result in basic operating im- 
provements. Why not callin your Bay State 
man? Better grinding at lower cost — that is 


his business. 


Versatility of new grinding set-up permits operators to 
use Bay State raised hub disc wheels (‘‘hat’’ wheels) 
for notching and cutting off sprues, gates, risers. 


BAY STATE 


PL cae 


“—" ABRASIVES 


Bay State Abrasive Products Co., Westboro, Massachusetts. Distributors: All principal cities. 
In Canada: Bay State Abrasive Products Co., Ltd., Brantford, Ontario. 
Branch Offices and Warehouses: Bristol, Conn., Chicago, Cleveland, Detroit, Pittsburgh. 
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New Bulletin on 


Bew KAOWOOL 


Gives data on many uses of 
2000 F refractory ceramic fiber 


- Versatile 


B&W Kaowool, the 2000 F oi" rm MCHOrY tines rn 
refractory fiber, is being retains aironagiil 
successfully used for '© 2000 
expansion joints in walls, 

roofs, around burners and 

in car tops of ferrous and 

non-ferrous heating 

furnaces. B&W Kaowool 

blankets are also serving 

as insulation in the pre- 

heating and stress 

relieving of large welded 

units. Write for new 

bulletin giving helpful 

data on B&W Kaowool, 

the multi-purpose ceramic 

fiber that withstands high 

temperature service. 





BaW REFRACTORIES PRODUCTS: : 
B&W Alimul Firebrick « B&W 80 Firebrick « B&W Junior 
Firebrick ¢ B&W insulating Firebrick ¢ B&W Refractory 
Castabies, Plastics and Mortars ° B&W Silicon Carbide « 
B&W Ramming Mixes ¢ B&W Kaowool 
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YOU'LL DO A BETTER JOB 


with H. V. ADAMS DESIGNED 


HIGH EFFICIENCY FOUNDRY TOOLS 








“UNIVERSAL FREE WHEELING” 


FOUNDRY SAND RIDDLE 
with the Double Eight Vibration 


Because of its convenient size, light 
weight and good riddling capacity 
it long has been a favorite in the 
foundry. It also can be used for 
mixing core sand or for sifting 
sand directly into molds. 


The mechanism is entirely 
enclosed protecting it from 
harmful dust and grit. 


The main frame is cast 
in very strong tough 
aluminum. 


It uses quick change fer- 
ruled sieves with 20 in. di- 
ameter sifting area. There 
are no loose wires to harm 
hands. 


wm THE “ROTOPLANE” SPEED SIFTER 
WILL GIVE YOU 


e SPEED e ECONOMY eSAFETY e LONGER LIFE 
e GREATER SIFTING CAPACITY 


Its sturdy one-piece frame and long shaft add 
to vibration effectiveness. The sealed-in mech- 
anism assures protection of motor and bearings 
from exposure to dust and grit. This sealed in 
protection and ‘“‘Rotoplane’s” free-rotary action 
vastly increase bearing life. No exposed moving 
parts endanger the operator. Sieves have 20 
inches diameter clear sifting area — are mounted 
in a smooth steel ferrule with no jagged edges 
to cause dangerous cuts and scratches. 


“RED (Devil) ELECTRIC” VIBRATORS 


iT 


No 1 No. 2 No. 5 No. 9 
These hard hitting Adams designed Vibrators have 
served the foundries for over 30 years. They are 
provided with a 6 foot 3 wire authorized cable 
and 3 wire grounded connector which, when 
connected with our 3 wire grounded Red 
Electric Knee Switch, automatically grounds 
the vibrator protecting the worker from 
shock. The vibrators have passed the U.S. 

Government code inspection. 


Other Foundry Products: 


e No. 11 NOISELESS TYPE VIBRATOR 

e A-20 ELECTRIC VIBRATOR 

e RED ELECTRIC KNEE SWITCHES 

e “ROTO” ADJUSTABLE BIN VIBRATOR 


e 2 MIN. UNIVERSAL FINENESS 
TEST SIFTER. 


e UNIVERSAL TRIPOD CARRIER 


ORDER ALL SIFTERS AND VIBRATORS WITH GROUND WIRE!! 


FOUNDRY SUPPLIES MANUFACTURING CO., nor inc. 


2221 Orchard Street 
Cable Address: "Rotoplane Chicago” 


Established 1918 


March 1958 


Chicago 14, Illinois 
H. V. ADAMS, Mgr, 
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for higher 
performance it’s 


Size for size, Ohio Magnets lift larger 
loads over longer periods because they 
operate cooler. So for extra magnet 
lifting power, extra magnet value— 
always specify Ohio Magnets and 
Ohio Magnet Controllers. There’s 
a type and size for every 
lifting job. Send for free copy of 
Bulletin 112, or consult the Yellow Pages 


for Ohio offices in principal cities. 


AA-1477 


THE OHIO ELECTRIC MFG. CO. 
5400 DUNHAM ROAD * MAPLE HEIGHTS * CLEVELAND, OHIO 
CHESTER BLAND 


President 


Ohio Also Makes Separation Magnets e Nail Making Machines e Fractional Horsepower, Shell and Torque Motors 
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Snagging with the 
latest economy wheels 
—44 ALUNDUM abrasive 
and B-1] resinoid bond— 
brings you many new 


“Touch of Gold” 


advantages 


44 ALUNDUM abrasive is non- 
premium priced . . . made differently, 
for extreme toughness and rugged- 
ness... cuts faster, grinds cooler and 
lasts longer than other non-premium 
priced aluminum oxide wheels . . . 
thoroughly job-proved in foundries 
throughout the country. 


B-11 resinoid bonded wheels have 
more uniform structure and better 
balance .. . “Shug that work” closer, 
with less vibration and bounce... are 
made to closest possible duplica- 
tion, in half-grade increments evenly 


spaced across the entire hardness 
scale. 

On your portable grinders, as on 
your other snagging machines, 
Norton-developed wheels of “44” 
plus ‘‘B-11” are abrasive and bond 
teams that will speed cleaning room 
operations, reduce operator fatigue 
and cut grinding costs. Your Norton 
Distributor will gladly arrange test 
runs in your plant. See him, or write 
to Norton Company, General Of- 
fices, Worcester 6, Mass. Plants and 
distributors all around the world. 


*Trade-Mark Reg. U. S. Pat. Off. and Foreign Countries A-4 


ms 
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WNORTONE 


ABRASIVES 





to make your products better 


NORTON PRODUCTS: 
Abrasives «© Grinding Wheels 
Grinding Machines «+ Refractories 

BEHR-MANNING DIVISION: 
Coated Abrasives + Sharpening Stones 
Behr-cot Tapes 





ON-THE-JOB PROTECTION for em- 
ployee valuables and personal 
belongings is being provided by 
Republic Steel Lockers in indus- 
trial plants everywhere. They 
combine smart styling and design 
with simple construction for fast, 
easy installation. Republic Steel 
Lockers provide full inside-locker 
rcominess, sanitation, safety. Bond- 
erized finish is locked on... rust 
is locked out. Republic's Berger 
Division offers complete planning 
and installation service. Send cou- 
pon for full facts. 


FOUNDRY 


cent ERE HST OR! 
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Versatile Chateaugay Pig Iron is specified for both 
castings shown at left. The producer, The Union 
Metal Manufacturing Company, Canton, Ohio, has 
found over the years that there is no better nor 
more economical means for producing consistently 
top-quality castings or for meeting their customers’ 
strict requirements. 


The flywheel is cast in sizes up to 36 inches in 
diameter. It is used in both stationary and automo- 
tive engines. Casting requirements call for a high 
degree of machinability since one surface serves 
as a clutch face, plus excellent density to resist the 
effects of turning at a very high rpm. 


The melting pot, used by a large appliance 
manufacturer in melting aluminum, requires high 
heat-resistance and maximum density. 


Chateaugay’s uniform distribution of chemical 


ADDITIONAL SPACE REQUIRE- 
MENTS are met economically 
with Truscon’s new line of "Bud- 
get Buildings”. They are strong, 
lightweight, flexible — can be 
erected quickly at foundry, mill, 
factory, and field locations. No 
painting needed. Widths, 32 
to 48 feet (in 4/ 0” increments) 
. heights, 12 and 14 feet... 
lengths as long as you want 
them. Send coupon today for 
complete facts. 


elements produces a dense grain structure which 
results in economical machining—plus excellent 
wear-resistance. Other characteristics of Chateau- 
gay are unequalled by any domestic pig iron, and 
its high carbon and unusually low sulphur, phos- 
phorus, and manganese contents make it ideally 
suited for production of ductile cast iron. 

A Republic Pig Iron Metallurgist will give you 
all the facts about Chateaugay and other Republic 
Irons. As the only producer of both Northern and 
Southern Iron, Republic offers industry’s only com- 
plete line of all grades of merchant pig irons. 
Northern grades include Malleable, Bessemer, 
Foundry and Basic. Southern furnaces produce 
Foundry and Basic Irons. 

The coupon will bring you prompt, expert 
metallurgical service and more information on 
Republic’s complete line of irons. 


REPUBLIC ® 


STEEL 


Wolldi Wideal Range 
of Standard Stachs antl 
Stack Producla 


REPUBLIC STEEL CORPORATION 
DEPT. C-5279 
3132 EAST 45TH STREET - CLEVELAND 27, OHIO 


0 Have a Pig Iron Metallurgist call. 


Send more information on: 
0 Chateaugay D Northern Pig Irons 0 Lockers 
0 Truscon “Budget Buildings 0 Southern Pig Irons 


Name. Title 





Company. 


Address. 
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Announcing... 


a special report on 


to appear in the April 1958 issue of FOUNDRY 


The shell molding process has come far since its introduction to foundries a 
relatively few years ago. Because of wide-spread interest in the subject and 
its stature as a major foundry process, the editors of FOUNDRY are preparing 


this comprehensive report on the subject. 


4 MAJOR ARTICLES! 


1 Report of returns from a 
special questionnaire 


The editors have asked foundrymen 26 key ques- 
tions to determine present uses of shell molding 
and practices in production. Opinion on future 
trends, equipment and material needs were so- 
licited. This will be one of the most comprehen- 
sive reports on shell molding ever published. 


@ Case histories on foundries 
doing shell molding 
Several leading users of the shell mold process 


are being consulted and the detailed story of their 
operations will be told in this report. There will 


be much data of interest to foundries of all sizes 
and types in this presentation. 


&) Patterns for shell molding 


The special requirements of patterns for shell 
molding have been analyzed and will be discussed. 


Q A look to the future 


The editors have asked the resin and equipment 
suppliers for estimates of trends in the use of 
shell molding—their comments and prognostica- 
tions on product development should be of inter- 
est to all foundrymen. 


FOUNDRY 


a [PENTON] publication /Penton Building /Cleveland 13, Ohio 
FOUNDRY 
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FOR SPEED * FOR FLEXIBILITY * FOR ACCURACY * FOR UNIFORMITY 
ANOTHER STEEL FOUNDRY GOES HYDRA-SLINGER: 


New from the ground up . . . that’s the Steel Foundry 
Division of Texas Foundries, Inc. at Lufkin. It is not only 
new, but modern in every respect . . . a leading example 
of foundry mechanization in the growing southwest. It 
was only natural for management to decide on the Sand- 
slinger method for ramming all of their larger, miscel- 
laneous patterns. And when it came to choosing a 
Sandslinger, the choice was Hydra-Slinger because the 
Hydra-Slinger offers all of the quality, speed and uni- 
formity advantages of hydraulic control. ‘ 


The new Hydra-Slinger is used in conjunction with a loop 
roller conveyor and rollover machine. Flasks up to 60 x 
60 inches are rammed. Nearly all of the patterns are of 
wooden construction and pattern changes are made 
easily without interrupting production. Up to 100 large, 
heavily cored molds are made each day on a single shift. 


The slinger operator is located at a control station in the 
center of the loop, where he has a perfect view of the 


ramming operation. The location was chosen as best for 
this installation, although modern Hydra-Slinger design 
provides a choice of ideal locations for the control station. 


Texas Foundries chose the Hydra-Slinger for their new 
steel castings plant because it offered a combination of 
speed, flexibility, accuracy and uniformity unequalled 
by any other method. 


Send for full information today to Beardsley & Piper, Div. 
Pettibone Mulliken Corporation, 2424 N. Cicero Avenue 
Chicago 39, Illinois. 


PROGRESsive FOUNDRIES LOOK To 


FOREMOs 
T 
DEVELOPER Of FOUNDR 
Y MACH; 
INERY 
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uly COLEMAN Li¢Lectric’ CORE OVENS 


are built by foundry oven experts 





Coleman Dielectric Core Ovens are engineered 
and built to provide every essential feature for 
better, faster core baking — electronically. 
Only Coleman can give you all of the following 
advantages: 


oe SPECIALIZED FOUNDRY OVEN EXPERIENCE 


Foundry ovens are our business . . . not a sideline. 
Coleman Dielectric Core Ovens are the product of over 
half a century of specialized experience in the design and 
construction of ovens for every foundry need. 


@ AUTOMATIC CONTROL MECHANISMS 


Automatic Load-Monitor controls conveyor operation . . . 
permits baking a greater variety of cores without constant 
adjustments . . . prevents shut-downs due to overloading. 
Automatic Grid Control adjusts power tube to varying 
loads. Recycle overload system automatically restores oven 
to operation after momentary overload, shuts down oven 
if unsafe condition persists. 


Be COMPLETELY SAFETY ENGINEERED 


All components are protected by locked doors and safety 
interlock system that instantly shuts off high voltage circuit 
when any door is opened. 


4) SIMPLIFIED PUSHBUTTON CONTROLS 


Motorized electrode, conveyor and power controls located 
on convenient, centralized panel. Electric meter indicates 
electrode height in inches. 


5] FULLY ENCLOSED UNIT CONSTRUCTION 


Oven, power generator and conveyor are combined into 
one compact unit for Greater Efficiency . . . Simplified 
Installation. 


Coleman Dielectric Core Ovens are posting 
spectacular production records in Aluminum, 
Brass and Bronze, Gray Iron, Magnesium, 
Malleable and Steel Foundries. 


For an unbiased opinion about the suitability 
of dielectric core baking for your foundry, con- 
sult a Coleman Oven Engineer. As builders of 
the world's only complete line of foundry ovens, 
we have no reason to recommend any but the 
best for your needs . . . we make them all. 


WRITE FOR BULLETIN 657 


A COMPLETE RANGE OF TYPES AND SIZES... 


for every core baking and 
mold drying requirement: 


Tower Ovens « Horizontal Conveyor Ovens * Car-Type 
Core Ovens * Car-Type Mold Ovens * Transrack Ovens 
Rolling Drawer Ovens * Portable Core Ovens + Portable 
Mold Dryers « Dielectric Core Ovens 





x 


Sows" s 5 ag 


© Bucyrus-Erie Company, Erie, Pa., can turn out 2000-3000 pounds of 
phenolic resin bonded cores per hour in their Coleman Model 75CD-6019 
Dielectric Core Oven. Cores range in size from one pound to over 100 Ibs. 


@ This Coleman Model 60CD-4814 Dielectric Core Oven serves two high 
speed automatic core blowers, each filling ten plastic multi-cavity blow-in 
driers per minute, at The Schaible Company, Cincinnati, Ohio. 


THE FOUNDRY EQUIPMENT COMPANY 


1821 COLUMBUS ROAD 


CLEVELAND 13, OHIO 


WORLD'S OLDEST AND LARGEST FOUNDRY OVEN SPECIALISTS 
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INSTALLATION TIME is cut 50% or more with these REFRAX liners. They work 


* our 
POR wag? 


* 


best when backed with ALFRAX® aluminum oxide castable cement and FIBERFRAX® 


ceramic-fiber paper. The paper is normally used between the castable and the 


inductor shell as well as to wrap the coil bushing. 


When Ajax-Tama-W yatt inductor units melt aluminum, this 


REFRAX’ liner stops dross penetration 


Here’s a new channel lining for Ajax-Tama-Wyatt inductors 
that lasts longer than other materials . . . cuts cleaning and 
assembly time reduces melting costs. It's REFRAX® 
silicon-nitride-bonded silicon carbide. 

Dross can’t penetrate and adhere to REFRAX liners because 
aluminum can’t wet this refractory. Its smooth surfaces and 
low permeability stop metal penetration and build-up in the 
vertical and horizontal channels. As a result, the channels 
don’t get progressively smaller and more difficult to clean 
—as they do with cast or rammed materials. 

And the normal 8 or more hours it takes to ram a lining in 
an Ajax inductor has been sliced to 4 by using REFRAX 


channel liners (with ALFRAX® castable back-up cement). 

REFRAX refractories can be formed into intricate parts— 
threaded, thin section, close tolerances—with outstanding 
corrosion resistance (even at temperatures wellover 2,000 F). 
Consider, too, these properties: Tolerances of + .005 in./in.; 
a modulus of rupture of 5600 psi at 2450 F (even the best 
heat resistant alloy melts below this temperature); and high 
heat conductivity that approaches that of chrome-nickel steel. 
Write today for further information about the outstanding 
properties of REFRAX refractories. Address Dept. C-38, 
Refractories Division, Carborundum Company, Perth 
Amboy, N. J. 


CARBORUNDUM 


Registered Trade Mark 
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THIS DUST 
PRODUCER 


meets its master in 


THIS DUST COLLECTOR 














AAF Type D ROTO-CLONE 
takes the grime out of grinding! 


Grinding dust is the favorite diet of AAF’s 
dust-devouring dynamic precipitator, the Type 
D ROTO-CLONE. Whether the grinder is a 
swing frame, snag or portable, the dust meets 
the same fate—instant extinction. This means 
lower maintenance costs, better employee and 
community relations. 

The Type D draws in the dust-laden air, 


iicisttionn Ai Fitter 


COMPANY, INC. 


vmon 


e/son J — , 
266 Central Avenue, Louisville 8, Kentucky 


/ American Air Filter of Canada, Ltd., Montreal, P. Q. 
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delivers the collected material to the storage 
hopper, and expels the clean air—all in a single 
operation with only one moving part: the im- 
peller. Exhauster and separator are combined in 
a compact, self-contained unit. 

For complete product information on the 
Type D ROTO-CLONE, call your local AAF 
representative or write direct for Bulletin 272. 


rH 


Herman Nelson (A) sy ] 
Portable Heaters 6 Si, 
; fe 


“——— BETTER AIR IS 


Illinois 
Heating Specialties 


AAF Type K 


AAF Electric 
Exhauster 


Furnace Hoods 
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Have You Checked 
the Money-Saving 
Advantages of... 





See us at the 


FOUNDRY SHOW 


CLEVELAND 
May 19—23 


With the constant drive for better castings at 
less cost, many foundries have discovered the 
quickest way to immediately reduce costs and 
improve casting quality is in the Core Room. 

This is accomplished by eliminating exces- 


sive core handling, costly driers and other old- 


SHELL 


Core Blowing 
with the 
CHICOPEE 

CORE CHIEF 


fashioned equipment. With the installation of 
Shell Core Making Machinery you reduce core 
making costs up to 50% and more while improv- 
ing casting quality. You owe it to yourself to in- 
vestigate the money saving opportunities offered 
by the Chicopee Core Chief. Write for details. 


we 0 SHELL PROCESS, INC. 


for free folder and additional 


information on shell core making Manufacturers of Shell Molding Machines and Allied Equipment 


372 BLISS STREET - WEST SPRINGFIELD - MASS. 


with the Chicopee Core Chief. 


March 1958 Circle 577 on Page 51 





REAKDOWN 
Lucky Break 


for STUDEBAKER - 


How auto manufacturer's 13th Simpson Mix-Muller 
turned trouble into tonnage on manifold line 


It was December 10, 1956. Studebaker-Packard Corporation was in 
full swing on their new models—when “old faithful’ gave up the 
ghost. A 10-year old mixer used to prepare all molding sand on the 
manifold line had suffered a major breakdown. All of their other mixers 
were Simpsons—no chance of switching parts. Things were bad—30 
days wait for repairs and the whole slinger line was down. 

The fit was tight—%,%” clearance at one point; and delivery was a 
problem. But, one week later Studebaker Foundry took delivery on a 
new 214F Simpson Mix-Muller. 

Shortly thereafter the new Simpson was turning out twice the amount 
of sand per hour, per batch and per day. The slinger line was back in 
operation with more and better sand . . . to produce quality parts 
consistent with the Studebaker-Packard reputation. 

What seemed to be a bad breakdown turned into a lucky break for 
Studebaker. Here’s what else they got with the 2144F Simpson Mix- 
Muller that they didn’t expect to buy: 


Two times more sand with an $800 per year savings in 
horsepower (60 HP now—100 HP previous). 


Big batch capacity at slower speed meant that no 
special cooling devices were needed. 


Hot sand and loss of fines through cooling was eliminated. 


No major repairs to date and excellent plow life 


is reported. - 
Lower sea coal costs. : EF... 


More positive moisture control. 


Why wait for YOUR next mixer breakdown? . . . to weigh the value * 
of more and better sand against the doubtful economy of expensive 
and often hard-to-get, repairs. Let your NATIONAL agent show you 
modern mulling, in action . . . There’s a Simpson Mix-Muller equipped 
shop near you and there’s a Simpson Mix-Muller for your every 
foundry requirement. 








2'/2F SIMPSON MIX-MULLER handles all molding sand requirements for Stude- 
baker's manifold line at South Bend, Ind. foundry. Unit has: increased sand 
output, eliminated hot sand, slashed HP requirements and improved sand quality. 

PHOTOS SHOW Mix-Muller shortly after installation. Temporary dust shield 
and undersize hopper will be replaced with dust tight hood, enclosing new full 
size National batch hoppers. Duct at right formerly exhausted hot air, conden- 
sates (and fines) to roof. Cooling is no longer necessary with the new Mix-Muller. 


12 OTHER MIX-MULLERS serve 
Studebaker Foundry in all of their 
foundry operations. 


NATIONAL 
ENGINEERING COMPANY 


~ 
i 
646 Machinery Hall Bidg.- Chicago 6, Illinois 
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Unloads all incoming sand, feeds molding 
stations, cleans up and loads out cupola slag 
and cleans up foundry floors at Richmond 
Foundry & Mfg. Co., Inc., Richmond, Va. 


THE FRANK G. HOUGH CO. 
703 Sunnyside Ave., Libertyville, Ill. 


Please send ‘“PAYLOADER” information: 
[] Model HA (2,000 Ibs. carry cap.) 
[_] Model HAH (3,000 Ibs. carry cap.) 
_] Attachments for scrap handling 


PAYLOADER — 


ose EB te 


ED OP: IN 


a 
GERO eaes 44, 


wa * 
cs 
sae 


“Model HA ‘PAYLOADER’ tractor-shovels are efficient in our 
foundry operations because of their versatility alone,” says Donald 
A. Matthieu of Richmond. 

We have bought 4 since 1947 and have 3 in daily operation. They 
have proven very satisfactory and very economical, giving us ideal 
control of our sand-handling operations and every-day labor-saving.” 
Foundries of all kinds — big and little — gray iron, steel, malleable 
and non-ferrous have been joining the ranks of “PAYLOADER” 
users and boosters for 12 years. And today’s Model HA “PAY- 
LOADER” is a vast improvement over yesterday’s — in productive 
capacity, digging ability, carrying capacity, carrying speed, in opera- 
tor ease and safety and in lower maintenance. 

Your Hough Distributor wants to demonstrate what a Model HA 
“PAYLOADER” can do in your foundry. Ask him about Hough 
Purchase and Lease Plans too. 


Modern Materials Handling Equipment My 


THE FRANK G. HOUGH CO. | Ka 


LIBERTYVILLE, ILLINOIS 
SUBSIDIARY—INTERNATIONAL HARVESTER COMPANY 
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February 24, 1958 


Late News 


HEADS CASTINGS BRANCH: Morris E. Neeley 
Jr., sales manager, Dodge Steel Co., Philadel- 
phia, is on leave for six months to serve as 
chief, Castings Branch, Business and Defense 
Services Administration, Department of Com- 
merce. He has been with Dodge since 1942. 


SPEAKERS: Dr. Ralph E. Lapp of Nuclear 
Science Services will be the principal speaker 
at the annual banquet of the American Found- 
rymen's Society Congress in Cleveland. His 
subject will be “Men, Rockets, and Atoms.” 
The Charles Edgar Hoyt Memorial Lecture will 
be delivered by W. E. Remmers, Union Car- 
bide Corp., who will discuss “Silicon and Its 
Ramifications.” Both events are scheduled for 
Wednesday, May 21. . 


NEW LAB: Allis-Chalmers Mfg. Co. will build 
new engineering, development, and research 
laboratories in Greendale, Wis., about 2 miles 
from its West Allis works. The new facilities, 
io be situated on a 30-acre site, will employ a 
staff of 150 to 200. 


FOUNDRY EXPANSION: Massey-Harris-Fer- 
guson Ltd. plans a $1 million expansion pro- 
gram at its Brantford, Ont., foundry. It will 
enable the company to produce castings cur- 
rently furnished by outside suppliers. New 
facilities will include a coreroom, equipment, 
an enlarged and redesigned cleaning room, 
and shipping facilities. 


DUCTILE IRON: International Nickel Co.'s pat- 
ent on ductile iron has been infringed by Ford 
Motor Co., it was stated in a recommendation 
filed at New York by the special master ap- 
pointed in the litigation. This recommenda- 
tion is subject to approval, rejection, or amend- 
ment by the judge assigned to the case 


NONFERROUS CASTING: Total shipments of 
nonferrous castings during 1957 shape up as 
follows: Copper, 875,195,000 lb; aluminum, 
752,656,000 lb; zinc, 663,601,000 lb; and mag- 
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nesium, 30,322,000 lb. Comparable 1956 totals 
were as follows: Copper, 966,306,000 lb; alu- 
minum, 794,581,000 lb; zinc, 693,728,000 lb; and 
magnesium, 36,168,000 lb. 


FREIGHT CARS: Deliveries of new freight 
cars to railroads totaled 7219 in January, com- 
pared with new orders for 401 cars in the same 
month. The backlog of cars on order and un- 
delivered as of Feb. 1, was 48,787. A year ago, 
the backlog was 114,656 cars. 


OBITUARY: Charles A. Breda, 79, formerly 
general superintendent, Allyne-Ryan Foundry 
Co., Cleveland, died Feb. 16 . . . Emil Mares, 
65, former owner of Star Pattern Shop, Cleve- 
land, died Feb. 16 in California, where he had 
made his home for the last 18 months... 
J. Reed Fidler, president and treasurer, Penn 
Iron Works Inc., Reading, Pa., died Jan. 26... 
Joseph Nagusky, 86, former president, Federal 
Metal Co., Cleveland, died Feb. 9. . . William 
F. Little, founder in 1908 of Little Bros., now 
known as Littite Foundries Inc., Port Huron, 
Mich., died Feb. 9. 


MATERIAL HANDLING: Dollar volume of 
material handling equipment orders received 
during 1957 was 124.34 on the Material Han- 
dling Institute’s index, which is based on 1954 
orders as 100. This average for 1957 is 84.19 
per cent of the business recorded in 1956. 
Fourth quarter 1957 bookings were 106.08 per 
cent of the same quarter in the base year, 
1954. R. L. Fairbanks, vice president, Tow- 
motor Corp., Cleveland, and president, MHI, 
predicts that material handling equipment dol- 
lar volume in 1958 will equal that of 1957 or 
show an increase of up to 5 per cent. 


PERSONALS: Richard M. Ovestrud, recently 
chief metallurgist, Rhuda Media Co., Marble, 
Minn., has been made manager of research 
and development for Foundry Products Divi- 
sion, Reichhold Chemicals Inc., with headquar- 
ters at Elizabeth, N. J... . Theodore H. Harley 





has been elected president, Vesuvius Crucible 
Co., Swissvale, Pa., succeeding Arthur J. 
Jackman, elected vice chairman of the board. 
. . . C. M. Capka, recently sales manager, In- 
dustrial Combustion Div., Eclipse Fuel Engi- 
neering Co., Rockford, Ill., has been appointed 


general sales manager, Despatch Oven Co., 


Minneapolis 


Carter L. Burgess, former 


operating superintendent at Kaiser's Trent- 
wood, Wash., rolling mill. 


MISCELLANY: Biggs Boiler Works Co., Akron, 
Ohio, has been acquired as a wholly owned 
subsidiary by Union Spring & Mfg. Co., New 
Kensington, Pa., and will be operated as the 
Biggs Steel Foundry & Fabricating Co. 


Johns-Manville Corp., New York, has started 
a year-long observance of its 100th anniver- 
sary. J-M’s annual sales currently are around 
the $300 million mark . . . An agreement to 
merge Summers Gyroscope Co., Santa Monica, 
Calif., with Mercast Corp., Los Angeles, has 
been approved by the boards of both com- 
panies. The merged company will be known 
as the Summers Corp. .. . Harsco Corp., Harris- 
burg, Pa., has contracted for construction of a 
135,000-sq-ft plant at Springfield, Tenn., which 
will produce diecastings and pressed steel 
automotive components. The plant will be 
operated by Ainsworth-Precision Castings Co., 
a Harsco division . . . Ross-Meehan Foundries 
Inc., Chattanooga, Tenn., will install new 
equipment this year at an estimated cost of 
$150,000. Largest item scheduled in the ex- 
pansion program is an induction furnace and 
related equipment. 


president, Trans World Airlines, has been 
elected president, American Machine & Found- 
ry Co. ... Arthur Neiman has been appointed 
Cleveland district manager for Sipi Metals 
Corp., Chicago .. . Arthur W. Kurz Jr. has been 
named manufacturing manager, Congress Die 
Casting Div. and Congress Drives Div., Tann 
Corp., Detroit David T. Martin, former 
general sales manager, Central Foundry Div., 
General Motors Corp., Detroit, has become a 
member of the sales staff of Campbell, Wyant, 
& Cannon Foundry Co., Muskegon, Mich... . 
A. J. Mackan has been appointed Cleveland 
district sales manager for Federated Metals 
Div., American Smelting & Refining Co., New 
York ... A. V. Lorch has been named market- 
ing manager, pig and ingot, for Kaiser Alu- 
minum & Chemical Sales Inc., Oakland, Calif. 
W. J. Lawler succeeds Mr. Lorch as pig and 


ingot product manager in Chicago. He was 
J k 


(As of Feb. 24, 1958) 


Prices of Foundry Metals and Coke 





NONFERROUS INGOT 


(Cents per pound, carlots) 


FOUNDRY COKE PIG IRON 


(Per net ton, f.0.b. ovens) 
(Per gross ton f.o.b. furnace) 


BRASS AND BRONZE: Red 
brass, No. 115, 25.75; tin 
bronze, No. 225, 34.50; No. 245, 
29.25; High-leaded tin bronze, 
No. 305, 29.75; No. 1 yellow, 
No. 405, 21.25; manganese 
bronze, No. 421, 23.00. 


BEEHIVE 


Connellsville ........$18.00-18.50 No, 2 Foundry Malieable 


Birdsboro, Pa. $68.50 $69.00 

Birmingham 62.50 66.50 
66.50 67.00 

Chester, 2 are 67.00 67.50 

Chicago 66.50 66.50 

Cleveland 66.50 66.50 

PED  enicescndsddeceses 66.50 66.50 

Erie, Pa. 66.50 66.50 

Everett, Mass. ........-- 68.00 68.50 

Fontana, Calif. 75.50 

Geneva, Utah ......e00. 66.50 

Granite City, Il. 68.40 

Neville Island (Pittsburgh) 66.50 

Swedeland, Pa. 68.50 

Tales, OG. ccccccesscecce 66.50 

Troy, N. Y. 68.50 

Youngstown, O. eas 


OVEN 


ALUMINUM: 99 per cent plus 
primary ingots 28.10. Secondary 
No. 12 alloy, 21.00-21.75. De- 
oxidizing grades: No. 1, 23.00; 
No. 4, 18.00. 


Indianapolis 

Kearny, N. J. .... 

Milwaukee 

Montreal, Que. .........+. 
Neville Island (Pittsburgh) 29.25 
New England, deld. .... 31.55 
Painesville, O. 

Philadelphia 


MAGNESIUM: 99.8 per cent 
notched ingots 36.00, f.o.b. Vel- 
asco, Tex. (10,000 lb or more). 


COPPER: Electrolytic 25.00, de- 
livered Connecticut valley. 


ZINC: High grade 11.35 deliv- 
ered. Die casting alloy No. 3, 
14.25; No. 2, 15.25, delivered. 


Swedeland, Pa. 
Terre Haute, Ind. 


IRON AND STEEL SCRAP 


(Consumer prices per gross ton delivered, except as otherwise noted) 
No. 1 Heavy No. 1 Heavy Clean 
Melting Cupola Breakable Auto Machinery 
Steel Cast Cast Cast Cast 

Birmingham $31.00-—32.00 $50.00-51.00 
Boston* . ss a tit *30.00 **29.00-30.00 
Buffalo ..... ° 28.00—29.00 **39.00—40.00 
Chicago 39.00—40.00 41.00-42.00 as 
Cincinnati* **29.00—30.00 **38.00-39.00 **33.00-34.00 
Cleveland .. 33.00—34.00 44.00-45.00 36.00—37.00 
Detroit* . : **29.00—30.00 **29.00-30.00 **24.00—25.00 
Los Angeles 32.00 **38.00 ont 6e-ise6s 
New York* . 34.00—36.00 34.00-35.00 32.00—33.00 Ae ae jORAKEC Ee D Chae ee rT Tree 
Philadelphia . ‘ 38.50 38.00 40.00 . és 49.00 58.00 58.00—60.00 
Pittsburgh ..... 34.00—35.00 40.00-41.00 eideb be wave 42.00—43.00 49.00—50.00 pete ose 56.00-—58.00 
St. Louis* ° 33.00 43.00 32.00 44.00 e 51.00 
San Francisco .. 32.00 40.00 28.00 40.00 tig od 
| 28.00 31.00 28.00 errr ry} 


Short 
Steel Rails 


$49.00-50.00 


Malleable 


**35.00-36.00 
**44.00-45.00 
46.00—47.00 
**47.00-48.00 
48.00-49.00 


46.00—47.00 
54.00-56.00 
**54.00-55.00 
57.00-59.00 


16 00. 47 00 54.00-55.00 
60.00-61.00 
**32.00 


45 00- 46 00 
*33.00-34.00 


40.00 


*Brokers’ buying **F.o.b. shipping point. 





FOUNDRY 








WHITEHEAD'S 
HYGEIA 


LYQUAFLOUR 


One sand additive controls both peel and 
expansion 
Good shakeout saves sand 
Imparts highest flowability to sand mixture to 
give pattern true finish 
2% initial treatment of sand and as little as 
% of 1% to reactivate does the job 
Replaces any carbon or hydrocarbon 
materials now used 

* Eliminates dust at the muller 
Castings peel excellently which reduces 
cleaning room time 

© Reduces penetration and burn-on 

* Overcomes sand expansion defects, 
maintains good compression strength 
Improves molding, “feel”, and 
“moldability” 
No rigid control required 
Permits hard ramming 
Less ramming required, more molds per hour 
Less temper water needed 





Manufacturers of 


Whitehead Brothers emus 


DUO RESIN 
C Oo. mM PP ALN a Binder for baking with 


id oven temp 








JOINT SEAL 
NEW YORK OFFICE Plastic compound for perfect sealing 


324 West 23rd St., New York 11, N. Y. LYQUAFACE 
The liquid sand grain coating : 


NEW ENGLAND OFFICE alae 
17 Exchange Place, Providence, R. |. Ready-to-use core mudding compound 


Established 1841 
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when you need FLASKS 





Special four-part “POP-OFF"’ flask, 
32" high, 14” x 14” at center joint 


FOUNDRY 





...youre better off 


with POP-OFF™ 


y 
HIN: 
q - 5 
‘ ; 
FLASK 4 


me THE HINES FLASK CO. 


light in weight, extremely durable 3431 WEST 140th STREET 
CLEVELAND 11, OHIO 
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ASK your distributor 
to show you his com- 
plete line of CESCO 
head and eye pro- 
tective equipment. 
There’s a CESCO dis- 
tributor located in 
most major cities 
coast-to-coast. 





Plastic and Metal Frame 
G | d sses These new open-type safety glasses 


give your workers ail the features 
they want most...smart styling plus on-the-job utility. 
Long-wearing plastic and metal frame makes them an eco- 
nomical safety equipment choice because lenses can be 
replaced separately. All-in-one plastic section does dou- 
ble duty as lens rim and Comfort Bridge pad. Provides full 
closure at nose section and is unaffected by skin oils and 
cleaning agents. 


In 2 Sizes « 46 x 39mm (No. 326) 
48 x 41mm (No. 328) 


Shape of Lens « F-7 in clear and anti-glare safety glass 
and clear Cescolite plastic 


4 Bridge Sizes e 20, 22,24 and 26 mm 








Plastic and Metal Frame Glasses with 
Side Shields 


The No. 336 plastic and 
metal frame glasses offer 
the same outstanding fea- 
tures as the glasses de- 
scribed above plus wire 
mesh side shields. Avail- 
able in 2 sizes: 46x 39mm 
and 48x41mm. 
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California foundry uses a 3M Coated Abrasive belt to re- Connecticut foundry finds 3M Coated Abrasive discs ideal 
move parting lines on steel electric motor frames. Belts for removing flash from cast aluminum potato peelers. Disc 
replaced hard wheels, provide a vastly superior finish. gives an excellent finish—blends area fast. 


Cut foundry costs... 
boost production with 


3M Coated Abrasives 


Here’s the modern method for putting a quality 
finish on your castings. 3M Coated Abrasives— 
belts or discs—are engineered to give you better, 
faster finishing at lower unit costs. Regardless of 
your method of casting—sand, shell, die or CO.— 
these modern grinding and finishing tools will do 
an outstanding job for you, help you increase 
production, cut costs. 

Find out how 3M Coated Abrasives can go to 
work in your foundry. Call your 3M Representa- 
tive today or send coupon below. 


Pe A OP Ge 


, “air Se See eS SSR SSS SSB eee eee eee eee 
Eastern non-ferrous foundry uses 3M Coated Abrasive belts 
to cut rises from aluminum traffic signal control boxes. Belts 


helped increase production 50% over the old method. (Renasate tiaten and Miiiitntitinn Qi. 


Dept. CN-38, St. Paul 6, Minn. 


C] Send me free booklet: "The 3M Method 
of Belt Grinding and Finishing” 

[] Send me free booklet: “Grinding and 
Finishing Nonferrous Metals with 3M 
Abrasives” 

[] Please have a 3M Representative call 


Send today for 
FREE Booklets 








Name 





Company—__— 


Address___ 





Made in U.S.A. by MINNESOTA MINING AND MFG. 
CO. General Offices: St. Paul 6, Minn. In RSS 
Canada: P.O, Box 757, London, Ontario. E> 
Export Sales Office: 99 Park Ave., N.Y. City. : 


a 





an ae ee Sea eeeeceeserseeseeeereseseGg 
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MODEL NO. 2 


Proven performance — simplicity — flexi- 
bility — power — speed. 

Redfords are keeping pace with progress in 
the foundry. From the first bench type to 
the new No. 4... all Redford Core Blowers 
are designed to meet your demand for better 
cores at lower cost, regardless of production 
requirements. 


For complete information, write for our 
detailed literature. 


MODEL NO. 4 
(Also available with draw cylinder) 


IRON & EQUIPMENT CO. 


20733 GLENDALE AVENUE + DETROIT 23, MICHIGAN + PHONE: KENWOOD 1-8611° 
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Foundrymen Prefer 


NATIONAL* Western BENTONITE 


becausS@.c-e 


3K: comes from the highest quality 
bentonite deposits in the world—with 


the largest reserves to assure uniform 


and continuing quality. 
> an high quality of the material plus 
the vast research facilities assure 


compliance with all Western 


Bentonite specifications. 
> an quality of material, reserves, 
and continuous technical research 


from the most modern foundry 
laboratories are backed by service 
from trained, experienced foundry 
engineers available at any time to 
work on your foundry problems. 








National Western Bentonite is available from 
better foundry dealers everywhere. 
BAROID DIVISION @¢ NATIONAL LEAD COMPANY 
332 South Michigan Avenue, Chicago 4, Illinois 
*Trademark Registered U.S. Patent Office 
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Plug-in galvanometer unit A 


High-strength Alnico magnet makes pos- 
sible larger gap between magnet and 
core, reducing clogging due to dirt and 
dust. Triple ambient temperature com- 


lone? ' pensation provided. 


Plug-in pulse Pyr-O-Vane control unit 
Control units available with choice of 10 
different control forms. Proportional 
band adjustable between 1 and 3%; 
cycle timing change gears available for 


Pyr-O-Vane Millivoltmeter Controller 


3, 7.5, 12, 18, 30 or 72 seconds. 


Available in 150 standard ranges, and a variety 
of control actions. Both vertical and horizontal 


models can be flush or surface mounted. 


For economical temperature control 


A COMPLETE LINE OF 
BROWN MILLIVOLTMETERS 





Canerut attention to design and construc- 
tion details makes Brown Millivoltmeters 
accurate—and rugged enough to stay accu- 
rate in hard use. They give reliable, low- 
cost temperature control for any heat-using 
process that doesn’t require a chart record. 


True plug-in design makes maintenance 
easy. You can change galvanometers and 
control units in less than a minute. 


Choose Brown Millivoltmeters from 150 
standard ranges and scales. . . for any safety 
or control application. And you can have a 
choice of either horizontal or vertical cases. 


With Honeywell’s complete line, there’s no 
need to shop around for your various milli- 
voltmeter accessories . . . from thermo- 
couples and Radiamatic detectors to motor- 
ized valves and dampers. 


Your nearby Honeywell field engineer will 
be glad to discuss your specific needs. 
Call him today . . . he’s as near as your 
phone. 


MINNEAPOLIS- HONEYWELL REGULATOR 
Co., Industrial Products Group, Brown 
Instruments, Wayne and Windrim Avenues, 
Philadelphia 44, Pa. 


Honeywell 
iH Fut tw Covtols 
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COMPLETE SHELL FACILITIES 


MOLDS—Newest production methods, latest 
Te TU iT olaal-iah Motodaalolial-m doll olgeleltlot-Mallelallela-loll-ilo]aP 
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TRACE MARK 


For fast service, fine dimensional accuracy and 
low over-all cost on small and medium size non- 
ferrous castings, look to City Pattern Foundry & 
Machine Company. Here you'll find, too, all the 
additional facilities . . . a complete, modern 
pattern shop, foundry, metallurgical laboratory 
and machine shop ... that are required to provide 
an all inclusive service on top quality shell 


process castings. 


City Pattern Foundry & Machine Company's 
experience in the shell process dates back ten 
years. As a result, here are shell facilities you 
can count on for all your jobbing needs. We'll be 
delighted to discuss your needs with you in detail. 


Why not call or write today. 


CITY PATTERN 


FOUNDRY AND MACHINE CO. 


1161 HARPER AVENUE « DETROIT 11, MICH. 


PHONE: TRinity 4-2000 





Empty weight on rear axle 


9,020 Ibs. 


4-wheel-drive, rear-wheel 


power-steer 


Empty weight on front axle 
6,660 Ibs. 


11,000 Ibs. break-out force 





Full power-shift in all speeds 


plus forward and reverse Total weight—15,680 Ibs. 5,500 Ibs. carrying capacity 


Powerful high-torque Case gasoline or diesel 
engine, equipped with power-boosting torque- 
converter drive, gives the Case W-9 Terra- 
load'r up to 40,000 Ibs.* of crowding power 
for fast digging in hard materials. Direct thrust 
design utilizes full power and prying action of 
machine for maximum digging efficiency. 
Operator always has clear view of bucket. 
*Assuming adequate traction 


40° bucket rollback, combined with properly 
balanced weight distribution, enables the Case 
W-9 to carry bigger payloads at higher speeds 
—with less spillage — and without the usual 
“bounce and forward-dip" experienced with 
conventional rubber-tired loaders. Full power 
steering on rear wheels makes unit extremely 
easy to turn and maneuver. 


Short, rigid lift-arms, pivoted ahead of the 
operator, provide 6214” of forward reach for 
pitching loads into center of truck. This ex- 
clusive feature also gives operator unobstructed 
visibility on both sides...eliminates danger 
of catching operator's arm in lifting mechanism 
.+.makes it easy to get on or off machine 
any time, without climbing over boom arms. 








NEW ‘w-o TERRALOAD’R 


revolutionizes loader performance on rubber 
«.,Saves you up to $2000 in first cost! 


Here, at last, is a big capacity 4-wheel drive, rear-wheel-steer loader that 
gives you all the advanced performance features you’ve been wanting in 
this type of unit — at savings up to $2000 in first cost. With the new W-9 
Terraload’r you get .. 


Better balance and stability — Improved weight distribution, 
with 37% more empty weight on rear wheels, provides better traction for 
tough digging, without “bucking”, or raising rear wheels off ground. This, 
together with better lateral stability, enables you to dig, maneuver and 
dump heaping payloads faster, easier, more safely. 


Improved operator safety — Operator has unobstructed visibility 
in all directions ...can get on or off machine in a hurry. And all boom- 
lifting mechanisms are completely out of the way! 


Power matched to the job — High-tqrque Case gasoline engine 
(or famous all-weather-starting Case diesel), with torque-converter drive, 
insures adequate power for all digging and loading operations — with 
maximum fuel economy, dependability and long life. 


Constant-mesh power-shift transmission — Provides three 
forward and reverse speed ranges — from 0 to 21 MPH — automatically 
balanced to changing loads, with full power-shift on-the-go in all speed 
ranges, as well as forward and reverse. Two conveniently located levers — 
one for speed selection, one for forward and reverse — give instant, posi- 
tive control without mechanical shifting. 


One warranty, one service source — Complete machine — in- 

cluding the engine — is engineered, built and fully warranted by J. I. Case 

3 Bucket Sizes Company, and serviced by reliable Case Industrial Dealers everywhere. 
No costly delays on parts! No “split-responsibility” on service! 

1% cu. yd.—for tough digging 

1% cu. yd.—for std. materials 


2% cu. yd.—for light materials 


Investigate today — Call or write your nearest Case Industrial Dealer 
for full information, including details of new Case financing and LEASE 
plans to fit your needs, without tying up needed working capital. 


Lp. mall for thee Uerailine 


eer: 


J. 1. CASE COMPANY 
Dept. C1558, Racine, Wis., U.S.A. 


(CD Send free catalog on new W-9 Terraload’r 
(J Send name of nearest Case Industrial Dealer 


Wide, flat-bottom Case bucket gets heaped 


Big 42.5 GPM hydraulic pump teams with 
husky double-acting lift and bucket-tilt cylin- 
ders to give the Case W-9 Terraload’r a terrific 
break-out force of 11,000 Ibs. at ground 
level. Carrying capacity in travel position is 
5,500 Ibs. All-weather cab (shown in above il- 
lustration), together with heater and other de- 
luxe accessories, are optional at extra cost. 


loads fast...raises to full lift-height in 74 
seconds. Automatic sight-leveling gauge on 
right bucket tilt-cylinder tells bucket-angle at 
a glance, enables operator to adjust bueket to 
ground level position while lowering. Trans- 
mission is automatically disengaged by touch- 
ing brake, for max, hydraulic power. 
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1st in quality 
for over 100 yea 





INTERNATIONAL 


TYPE LJS 
JOLT SQUEEZERS 
Portable or Stationary 
» 4” dia. Jolt Cylinder 
» 10” dia. Squeeze Cylinder 
\ » 5” dia. Jolt Cylinder 
© » 12” dia. Squeeze Cylinder 


® Platen alignment always 
< accurate and quickly | 

‘adjustable | 
> Poppet Type Valves 








Machine Sold 
Complete with 


- Vibrator 

- Match Plate Holder 

- Pop Valve 

- Air Gauge 

- Riddle Rest 

- Cleaner Valve 

, Automatic Lubrication 
- Sprue Cutter Holder 


OCNOWAODW = 


; Long-lasting because of Sturdy Construction - extra heavy weight ; 


INTERNATIONAL MOLDING MACHINE CO. 


LA GRANGE PARK, ILLINOIS ° (Suburb of Chicago) 
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It’s an “Elevayor” 


This unique National-patented equipment 
item will deliver a full mixer batch from dis- 
charge door to bin within 20-30 seconds. 
Can be designed to receive charge from 
front end loader too. Shoveling or extra 
handling is completely eliminated. 


Use it with any Mix-Mualler 


You've already cut your costs if you're now 
a Mix-Muller user! Molder's Helper can be 
used with any Model Mix-Muller (1F to 2 /F) 


Molder's Helper 
with 11/2F Mix- 
Muller handles 
1000 Ib. batch. 
Is equipped with 
two 50 cu. ft. 
hoppers. 


Now any foundry can afford 
to have overhead sand! 





The National Molder’s Helper is designed to eliminate the costly 
time and labor consuming job of hauling sand from mixer to 
molder. With it, you can bring overhead sand to the smallest 
operation; increase molders production up to 50%; eliminate floor 
shoveling and concentrate your entire mixing and molding oper- 
ation into no more floor space than one molder now occupies. 


Cold hard dollars saved in increased efficiency, lower labor costs 
and better, more flowable sand—can quickly pay the small cost 
of the Molder’s Helper. But what’s more any foundry with a 
Simpson Mix-Muller already has a head start in equipment. 
Write for further details today, or let your man from NATIONAL 
give you an estimate. 


Other arrang o 


/t's an aerator! 


Upper section of “Elevayor™ 
automatically aerates sand. 
Another step eliminated, an- 
other item of equipment and 
labor that's built-in with this 
low cost mechanized National 
“package” unit. 


/t's overhead sand 


Sturdy, NATIONAL Molder's 
Hoppers receive fluffy, aerated 
free-flowing sand ready for 
molding — in seconds. Units 
available for 2, 4 or 6 molders 
stations. Riddling and shovel- 
ing are eliminated to cut mold- 
er’s time up to 50%. 


(t's National Quality 


The Molder’s Helper is a 
foundry proven item. Its de- 
sign, fabrication and perform- 
ance characteristics reflect the 
same quality of workmanship 
that is found in all National- 
engineered components. 


Many arrangements possible 


ss) 





Unit A 


! 


to suit specific requirements. 


Unit B 


Ja 


























Single Moider's Hopper 


Double Molder's Hoppers 
(Side or front discharge) 





Unit D 





i 


Unit E 


f 








Four-Station Unit 


**Elevayor’’ only 








Unit L 





| a 
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4- or 6-Station Unit 





(belt delivery) : 


NATIONAL ENGINEERING COMPANY 


646 Machinery Hall Bidg. 
Chicago 6, Illinois 
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There’s Romance in the Foundry! 


An attractive southern lady, who is also a president and general manager 
of a foundry south of the Mason-Dixon line, recently said there was a lot 
of romance in the foundry industry. If you are romantically minded, you 


will read this with interest. 


Millions of years ago, a now extinct 
volcanic mountain range known as 
The Cordellians spewed forth huge 
quantities of ash and lava into a 
giant inland sea. An earthquake or 
several earthquakes caused the bot- 
tom of the sea to move up, bringing 
with it layer upon layer of this ash. 
Through millions of years, these 
humps weathered and eroded away 
to form mountain ranges. People now 
dig into these mountain ranges and 
come up with a rather amazing 
product. 


This product will plug a leak in a 
dam, and is used as an essential in- 
gredient in ladies’ make-up cream 
both for their charming faces and 
lovely legs. It is valuable in tooth 
paste, shoe polish, sheep dip, and it 
relieves soreness of horses’ hoofs. It 
purifies sewage, and is the best pos- 
sible filler for nitroglycerin dynamite. 
It keeps bread fresh and is basic to 
the dyeing of clothes. It is used by 
laundries for washing clothes and by 
the automobile industry in paints. 


Your breakfast fruit juice is prob- 
ably clarified with it as was the vin- 
egar on the salad last night and the 
motor oil in your car. Sounds fantas- 
tic, doesn’t it? Yet this remarkable 
stuff is also an essential ingredient 
in crayons, pencils, insulation, dry 
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cells, water softeners, rubber and 
latex products and, among other 
things, it is used as a laxative in- 
gredient. 

So, you might be very much sur- 
prised to know that some of this ver- 
satile material can be found right in 
your own warehouse. We hope the 
name on the bags says Black Hills 
Western Bentonite. That’s right! This 
amazing material is known as west- 
ern bentonite and is used to provide 
high green strength combined with 
maximum dry strength. 








Most steel foundrymen might shud- 
der at the idea of using southern ben- 
tonite because of their requirements 
for high hot and dry strengths. How- 
ever, Dixie Bond is being used in 
steel with outstanding success. It has 
real advantages when used properly. 

The really unusual application of 
Dixie Bond in steel is in the backing 
sand. 

This has found wide use in foun- 


dries that are running 100% new 
sand facings or are reclaiming their 
sands for facings. 

In these cases, the western benton- 
ite (preferably Black Hills, of 
course) combined with cereal, dex- 
trin, and other typical steel additives 
provides the proper hot strength and 
dry strength in the facing. Dixie 
Bond is introduced into the backing 
sand. The backing sand has maxi- 
mum flowability and minimum re- 
tained strength. The result is that 
the foundryman is able to ram his 
mold harder and at the same time, 
has much easier shake-out. 


This is one of the many uses of 
Dixie Bond described in our Dixie 
Bond literature. Don’t hesitate to 
write to us when you are looking 
for facts about bond clays. 


A New Twist on... 


HEAP SAND 
( 


Foundries operating heaps instead of 
mechanized sand systems always face 
a problem of rebonding without get- 
ting too much segregation or clay 
balls. We have found that Dixie Bond 
is the ideal clay for this type of thing, 
not only because it gives the highest 
possible green strength, but also be- 
cause it cuts into the heap with a 
minimum of mulling. 

Dixie Bond is unique in its ability 
to provide strength with conditions 
usually found in a heap operation. 
It is still true that the highest effi- 
ciencies are obtained from mulling 
but the bond gives good results with 
any type of mixing. As a result, this 
type of rebond may be put on the 
idle floor and mixed with a sand 
cutter or similar machine or even by 
hand shoveling. 

Many foundries, in which the ra- 
tio of sand-iron is so low that addi-: 
tions are made only periodically, will 
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use a concentrate made up of new 
sand, plus Dixie Bond. This concen- 
trate will be mulled to develop maxi- 
mum efficiency and then will be cut 
into the sand as a new sand to main- 
tain the strengths. If you are inter- 
ested in this type of operation, we 
have a complete description in the 
publication entitled, “The Use of 
Dixie Bond in Heap Sand.” It is 
yours for the asking. 


TECHNICAL 
SERVICE 


R. E. CLELAND 
Sales Manager 
Northern District 


There’s hardly a foundryman in 
Michigan, in parts of Ohio, Pennsyl- 
vania, New York and in Quebec and 
Ontario provinces in Canada who 
doesn’t know well the name of 
Cleland. 

First there was Sam. Sam Cleland, 
the grand old man who represented 
Eastern Clay for more years than he 
may like to remember and who 
knew thousands of foundrymen by 
their front names. 

Sam retired in 1953 and now his 
son Bob is covering the same terri- 
tory as Sales Manager of the North- 
ern District. 

Bob worked and trained with his 
father for 16 years (with 3 years out 
for army service, being discharged as 
a Captain). Bob learned his job the 
hard way ... for who could be a 
tougher taskmaster than a father? 
So you’ll understand why today Bob 
Cleland is so highly regarded by 
foundrymen in his territory. Why 
they depend on him so heavily for his 
advice and practical help on techni- 
cal foundry operating problems. 

We at IMC are justly proud of our 
sales staff, confident in their techni- 
cal competence, sure of their ability 
and willingness to serve foundries 
well. Bob Cleland is ably carrying on 
the great tradition of Eastern Clay 
service. 


Quy 


Frternational 
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SAGGING IN 
CORES 


Peculiarly enough, green strength is not a’ complete 
measure of the green properties of oil sand core mixes. 
Frequently, the inability of a core to sit or fit into its 
prints is due to a slight sagging while the core is green 
or during the early part of the baking cycle before the 


oil or resin is set. 


Sagging is controlled to a reasonable extent by care- 
fully made dryers in production shops or by the proper 
wiring and rodding for intricate cores or larger shapes. 
A great deal can be done with the sand itself by the 
proper introduction of Dixie Bond. 


We still have reprints of a 
paper “Core Sag Controlled” 
which we offer on our usual 
free basis. This article de- 
scribes the effect of Dixie Bond 
and points out why so many 
foundries have gone to the ad- 
ditions of a .25% to .35% Dixie 
in their mixes. There are com- 
plete details on the green 
strength, permeability, tensile 
strength, hardness, blowabil- 
ity, and above all, sag resist- 
ance. There is adequate proof 
of the underlying reasons be- 
hind the conclusions drawn. 


Green core 
impact tester 
measures 
sagging 
resistance of a 
2 x 2 in. core. 


“The use of Dixie Bond in the 
core room is now established 
practice. Its principal function 
is to control the impact prop- 
erties of green cores. This 
property of Dixie Bond has re- 
sulted in 1) reduction in num- 
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ber of cores scrapped for sag 
and distortion, 2) the reduc- 
tion in broken cores, 3) re- 
duction in number of wires 
required per core, and 4) in 
rare cases, the elimination of 
core dryers. 


Impact tester 
measures 
oil-sand tore 
resistance to 
cracking and 
spreading. 


“On the basis of these tests, 
the optimum percentage of 
southern bentonite for most 
applications is 0.30%. For 
maximum resistance to im- 
pact, no other change is made 
in the core mixture. The other 
properties are changed as fol- 
lows: 1) green compression 
strength increases, 2) perme- 
ability increases, 3) flowability 
remains essentially constant, 
4) stickiness decreases, 5) 
baked tensile strength de- 
creases, 6) hardness remains 
constant.” 


EASTERN CLAY PRODUCTS DEPT. 


INTERNATIONAL MINERALS & CHEMICAL CORPORATION 
20 NORTH WACKER DRIVE, CHICAGO 6 


PHONE: Financial 6-1800 





Wheel “Cyclops” into action like this—then walk 
away. Start exposure electrically from a remote, 
fully protected position. Come back in fifteen 
minutes and find the job done. 


Cyclops is a “natural” for radiographing 
massive castings and weldments of steel, dense 
alloys, even solid lead inches thick. 


Whatever the nature of your need for radiographic 
or fluoroscopic inspection, we probably have 

just the machine to do the job for you. 

The Picker spread of equipment spans the range 
from 10 KV x-rays (for paper-thin materials) 

to 2-3 MEV equivalent Cobalt 60 units. 

For information and advice concerning any phase 
of radiation-utilization, contact any Picker 
District office (see local phone book). Or write, 
telephone or wire Picker X-Ray Corporation, 

25 South Broadway, White Plains, N. Y. 


if it has to do with radiation it has to do with 
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Information © -«vice 


Use these cards for more information on anything advertised in this 
issue, or for extra copies of editorial articles. Don’t overlook addi- 
tional cards on page 167 for more information on items described in 
the Foundry Equipment and Supplies Digest section in this issue. 
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4,500 Ib drawbar pull 
Tows 90 tons 





5,000 Ib drawbar pull 
Tows 100 tons 












New low silhouette — You work freely, even where 
there is low clearance. 





Maneuverability — You wheel around sharp turns, 
in and out of tight corners. 






Torque converter drive gives you smooth breakaway 





power, extra pull for steep grades or tough going. 





Heavy-duty Do-More Power — Allis-Chalmers in- 





dustrial engine gives you Do-More Power, with 





tough “hang-on” torque. 


They’re extra-rugged with industrial-type, rein- 
forced, welded steel frame, heavy-duty differential, 
extra-strong shafts and gears, tough drive axle. 


ALLIS-CHALMERS 


BH.66 





NEW Allis-Chalmers Towing Tractors 





Circle 593 on Page 51 








Bring you EXTRA-OUTPUT advantages - 
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Flexibility — A wide selection of optional equipment 
makes these tractors real handymen on all sorts 
of jobs. 


Easy, safe driving — Driver gets on or off either 
side. Floor board is clear — no levers to trip over. 
Visibility is unobstructed. There are two brakes for 
maximum safety: big-area hydraulic service brake 
and mechanical parking brake. 


Get the complete story on the 
new TG-45 and TG-50 indus- 
trial towing tractors. See your 
Allis-Chalmers material han- 
dling dealer—write direct for 
Bulletin BU-337A. 









Allis-Chalmers, Engine - 
Material Handling Division, 
Milwaukee 1, Wisconsin. 
































































| a eas that stand the test of time spring 


from the minds of men with the courage to lead — 
to pioneer in thought — to try the untried. 

It was an idea such as these . . . a revolutionary 
new product . . . that brought Wheelabrator Corpo- 
ration into being fifty years ago. And the intervening 
years record a steady procession of other successful 
developments . . . firsts in their field. 

This pioneering, inventive spirit has permeated the 
organization since the early days of its founding. 
It is the heart of Wheelabrator’s business philosophy 
. .. the reason for its growth and leadership. 
Preserving this proud tradition is a constant chal- 
lenge and a never-ending responsibility of the entire 
Wheelabrator family of pioneers. 


they come from WHEELABRATOR 


In airless blast cleaning, the new ideas of today come from 
the originator of the process itself — Wheelabrator Corpora- 
tion. Since its invention twenty-five years ago, the Wheela- 
brator has opened up a vast world of uses in many fields. Its 
history is one of challenges met and needs fulfilled. 


In the steel industry, for example, Wheelabrator’s preeminence 
stems from more than a decade of pioneering leadership . . . 
in developing the first machines and methods for utilizing the 
airless blast process for finishing mill rolls and descaling sheet 
and strip, slabs and billets, structural shapes, wire rod and 
bar stock. 


Added to these accomplishments is the fact that Wheela- 
brator’s background includes the most varied and extensive 
experience, by far, from the standpoint of successfully op- 
erating installations . . . 132 machines in 103 plants. 


Sensing problems . . . finding practical ways to solve them 
. .. pursuing the policy of progress through creative engineering 
. . . that’s why the new ideas in blast cleaning come from << 
Wheelabrator. And a good policy it is — for the next fifty YEARS OF PROGRESS 


years, too. WHERE PIONEERING 
LEADERSHIP. INSURES 


PERFORMANCE 


S 


WH EELABRATO R corporation World's largest manufacturers 


of*airiess biast equipment 
505 S. Byrkit Street Mishawaka, Indiano and steel abrasives. 


Canadian Offices: Scarborough (Toronto) Montredl Circle 594 on Page 51 








NEWAYGO piannine ana 


ENGINEERING SERVICE 
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NEW LOOK at Drake foundry. Durez-bonded shells are poured horizontally. 
Then bedding sand is thrown over the poured shells and another layer is started. 


“Tough—but worth it!” says small foundry 


taking the big step to shell mold castings 


Can a progressive small foundry com- 
pete with larger ones in the production 
of shell mold castings? 

“Yes!” says the management of 
Drake Manufacturing Co., Inc, 
Friendship, N. Y. 

Drake, with about 50 employees, was 
producing 250 tons/month of produc- 
tion and semi-production gray iron 
castings. In shell molding, Drake man- 
agers saw an opportunity to broaden 
services, boost plant output 40%. 


Help—from a customer 


Drake men went to see a customer—a 
company buying production castings 
requiring close accuracy (+1/64” on 
many dimensions, .040” finishes on most 
surfaces, and pressure tightness). The 
castings were to be machined in a 
highly automated line. 

The customer listened as Drake men 
explained why shell mold castings 
would increase his machine production 
by reducing material removal, and give 
him more uniform castings. 

Then he wrote an order for pattern 
equipment plus a substantial number 
of castings. 

It took about four months, including 
pattern-making time, for Drake to get 
into full production of shell mold cast- 
ings. Initial progress was not smooth. 
Drake management spent hundreds of 
hours on the new process. Many tests 
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were run again and again before defi- 
nite conclusions could be reached. 


Help from Durez, too 
Through the changeover period, an ex- 
perienced Durez man was on the job, 
too. He checked trial castings; adjusted 
sand-resin ratios; made useful recom- 
mendations based on Durez know-how 
in foundry resins. 

Drake men agree their effort is pay- 
ing off now—in dimensional accuracy 
of castings, fine surface finish, and low 
cost over long runs. 


Less manpower per mold 


An outstanding advantage of shell 
molding, Drake discovered, is the semi- 
skilled labor cost. Skilled labor is used 
only on the pattern—not on the mold- 
ing floor. Lower costs per mold result. 

Semi-skilled operators can make the 
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molds. Nearly one-third of the cores 
produced at Drake come from two new 
machines operated by one man without 
previous foundry experience. 

Only a few months after first decid- 
ing to look at shell molding, Drake 
management sums up: 

“We are pleased with the shell oper- 
ation at our plant—and most impor- 
tant is the satisfaction of our cus- 
tomers with the castings.” f 

In this successful venture, Drake 
depends exclusively on Durez foundry 
resins. You can get results like Drake’s, 
too—accuracy, good surface finish, low 
cost—when you choose Durez for your 
shell molding resin requirements. 

To learn how foundries are using 
these resins, and to get an idea of the 
results they enjoy, write us today ask- 
ing to receive issues of fact-filled 
“Durez Shell Molding News.” 


HOOKER 


CHEMICALS 
PLASTICS 


PLASTICS DIVISION 


HOOKER ELECTROCHEMICAL COMPANY 


1003 Walck Road - North Tonawanda, N. Y. 


Circle 596 on Page 51 





Ultra-modern : BULLARD} foundry 


HOLDS MELT TEMPERATURES 


“ON-THE-BUTTON” 


“To get the best possible machine 
tool castings, The Bullard Company 


nee with Foxbo ro Air Weig ht Control uses Foxboro Air Weight Control in 


their new 7-million dollar foundry. 
Ladle is pouring a 29,000-lb. casting. 
At the new multi-million-dollar Bullard Company foundry in Bridgeport, 
Conn., Foxboro Air Weight Controllers automatically help produce top 
quality castings for world-famous machine tools. 
“We set them in the morning and forget them”, says Stanley H. Bullard, 
foundry superintendent. “And they hold the set point all day — right on 
the button.” 
Foxboro Air Weight Controllers meter blast by weight of air instead of 
volume. They help cut fuel costs . . . practically eliminate pigging .. . 
provide accurate chart records of the melt. Variations in temperature, 
barometric pressure, cupola resistance, and line voltage are compensated 
automatically. 
Foxboro Air Weight Controllers have been foundry-proved in over 1700 
installations. See what they can do for you by writing for Bulletin 10-10, 
or by asking your nearby Foxboro Field Engineer. The Foxboro Company, 
323 Neponset Ave., Foxboro, Mass., U. S. A. 


OX BORO ** wer connor 


REG. U.S.PAT OFF. 





5a " “The key to better castings at The 
Foxboro Butterfly Valve in- » ‘ “4 . Bullard Company is this control 
stalled in one of the 24-inch oh | 4 * me panel, serving two 12-ton per hour 
blast lines. Valve position 1-1] ' cupolas. Top instruments are Model 
is controlled by , Foxboro oa . 40 Air Weight Controllers. Below are 
Air Weight Controllers x 4 continuous Windbox Pressure 
shown at right. Fy oo Recorders. 
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use only Famous CORNELL CUPOLA FLUX 


No iron is top quality unless it’s clean, and _ pletely, giving you constant carbon content. Cupola 
Famous Cornell Cupola Flux is the one scientifi- | maintenance is also reduced when you use Famous 
cally formulated product that increases dirt and Cornell Cupola Flux. 

slag flow off. Don’t accept flux “just as good’”— Write for Bulletin 46-B 

it pays to buy quality—-The quality of Famous 
CORNELL Cupola Flux. It also cleans coke com- 


“often imitated but never equalled" 


Have you tried Have you tried Write for 
Famous Cornell Famous Cornell Bulletin 
Aluminum Flux? Brass Flux? 


Ue CLEVELAND FLUX Gonfauy 


1026-40 MAIN AVENUE, N.W. ¢ CLEVELAND 13, OHIO 
Manufacturers of Iron, Semi-Steel, Malleable, Brass, 
Bronze, Aluminum and Ladle Fluxes—Since 1918 
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VANCORAM GRAPHIDOX NO. 4 
co) —. S 


PERFECTLY BALANCED olloy of silicon, titanium and calcium that graphitizes and de- 
oxidizes iron with maximum effectiveness and efficiency! Small addition increases tensile strength 
of high-strength irons . . . reduces chill . . . insures iron with normal graphite, free from dendritic 
structure. Graphidox No. 4 renders an iron compounded for very heavy sections suitable for light 
section work. The number of irons you need is reduced! It’s easy to use, too — add at spout or in 
ladle {it’s supplied in a size convenient for weighing and measuring). Write today for free folder 
about proved, high-potency Graphidox No. 4. Vanadium Corporation of America, 420 Lexington 
Avenue, New York 17, N. Y. 


Vancoram Products for the iron foundry are also distributed by: PACIFIC METALS CO., LTD. STEEL SALES 
CORPORATION @¢ J. M. TULL METAL & SUPPLY CO., INC. © WHITEHEAD METAL PRODUCTS COMPANY, INC. 


WILLIAMS & COMPANY, INC. 


VANADIUM 


(S", CORPORATION 
sonnei nd cenco CON OF AMERICA 
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Push the 
button ... then 


check 
your watch! 


Rotoblast® cleans quickly and 
automatically... gives you more 
production with less manpower! 


This control panel on the Pangborn Roto- 
blast Barrel is a symbol. 

It stands for speed—push the Start button 
and a few minutes later you can push the 
one for Stop. It means automatic operation— 
just one man is needed to run it. And 
quality, too—between Start and Stop, 
whirling Rotoblast thoroughly blast cleans 
your castings to a silvery finish. 

From original engineering through rug- 
ged construction to expert installation, 
Pangborn Rotoblast Machines are de- 
signed to satisfy you on every count— 
speed, performance, maintenance. 


The Pangborn Engineer in your area 

will be glad to take off his coat and go A 
to work on your cleaning problem at 7 
no obligation. And, for more informa- Vj 
tion, write today for Bulletin 226 to: 
PANGBORN CORP., 1400 Pangborn 

Blod., Hagerstown, Md. Manufactur- 

ers of Blast Cleaning and Dust Control 


Equipment. 


Pangborn Rotoblast 
Barrel for efficient 
batch cleaning. Avail- 
able in 1'2, 3, 6, 12, 
18, 30 and 72 cubic 
foot sizes. 


Pi Pangborn 


ROTOBLAST 


Circle 600 on Page 51 








ore sand drying capacity in less space 























COMMON-SENSE DESIGN of Link-Belt Roto-Louvre dryers inates spotty over- and under-drying. Sand is discharged at 
assures effective heat transfer. Compact machine has largest 120 to 135 F, containing a maximum of 0.5% moisture. In 
volume of air penetrating thin bed of sand near feed end, installations where temperatures as low as 100 F are required, 
where greatest evaporation takes place. Gradual heat transfer a combination dryer-cooler can be furnished. Link-Belt builds 
from gentle rolling action over slowly revolving louvres elim- eight sizes of Roto-Louvre dryers—1 to 60 tph capacities. 











Dry, cool core sand from 
LINK-BELT Roto-Louvre dryer 
blends readily with core oil 


ROPERLY dried and cooled core sand di- 
© senty affects your core production capacity. 
That’s why it will pay you to investigate the 
many advantages offered by Link-Belt Roto- 
Louvre dryers for increasing output—reduc- 
ing costs. 
Roto-Louvre’s exclusive design controls 
temperatures throughout the entire drying 
cycle—exposes each grain of sand to exactly 
identical conditions. Uniform drying reduces 
retention time—permits you to dry more 
sand. Free-flowing sand is delivered suffi- 
ciently cool to mix with core oil without need 
for coolers. In addition, Roto-Louvre needs 
less than half the space required by other 
dryer-coolers. 
Get all the facts from 
your nearby Link-Belt 
penne yore oe DRYING UP TO 35 TPH OF SAND, a large midwest found 
copy of Book 2423 on installed this Link-Belt Roto-Louvre deer 3S provide "addi 
Foundry Equipment... tional sand capacity for increased production demands. In 
or Book 2511 featuring addition to low-cost efficiency, Roto-Louvre dryers minimize 


; s maintenance. Slow speed and the fact that sand rolls over 
Roto-Louvre Dryers. itself, instead of sliding on metal parts, reduces wear. 


i E LT HANDLING AND SAND 
PREPARATION MACHINERY 


LINK-BELT COMPANY: Executive Offices, Prudential Plaza, Chicago 1. To Serve Industry There Are Link-Belt Plants and Sales Offices in All Principal 
Cities. Export Office, New York 7; Canada, Scarboro (Toronto 13); Australia, Marrickville (Sydney), N.S.W.; Scuth Africa, Springs. Representatives 
Throughout the World. 14, 555 
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Here’s why Pangborn Dust Control boosts employee morale! 


The answer is in this book. You’ll see why Pangborn 
Dust Control makes your employees happier, healthier, 
more efficient in a dust-free plant. Why machinery life is 
lengthened, housekeeping costs reduced. Why you can 
reclaim valuable material for salvage. Why you can 
improve community relations. 


Why Pangborn Dust Control? Because Pangborn 
offers the most efficient methods of dust collection on 
the market. Pangborn has spent 50 years dealing with 
dust problems . . . experience that is incorporated in 
every proposal. And Pangborn’s extensive line of wet 


and dry collectors means that one of these units can be 
adapted with maximum effectiveness to any problem. 


Send for your copy of ‘Out of the Realm of Dust.” And 
remember: the Pangborn Engineer in your area will be “1% 
glad to take off bis coat and go to work on your ij 
dust problem at no obligation. PANGBORN CORP., 

1400 Pangborn Blod., Hagerstown, Md. Manufacturers 

of Dust Control and Blast Cleaning Equipment. 


Pangqborn DUST 


CONTROLS 
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Note how additions of moly, up to 1.5%, produce proportional 
improvements in strength. And, with moly, hardness increases 


much more slowly. It means higher strengths can be used with 
less danger of impaired machinability. 


each 42% Moly adds 7000 psi 
to strength of cast iron... 


A little moly adds a lot of strength — for molybdenum 
increases strength more than any other common alloying 
element, with the exception of small vanadium additions. 
A rule of thumb is that fifty points of moly raise tensile 
strength 7000 psi. And without sacrificing toughness. 
Actually, moly improves toughness at least as much as 
strength. 

What’s more, versatile moly aids in obtaining uniform 


response to heat treatment . . . and in producing machin- 
able, growth-resistant castings. Moly is easy to use, too. 


With most grades of cast iron, moly requires no change 
in the character of the charge, normal melting practice, 
or the base metal. And foundrymen like the fact that the 
small additions necessary may be made at the spout or 
in the ladle. 


Write now for “Why Moly Iron”. It’s the full story of 
how and why moly adds strength faster than hardness, 
how it increases fatigue and torsional strength—in short 


why moly makes better cast iron. Climax Molybdenum 
Co., Dept. 20, 500 Fifth Avenue, New York 36, N. Y. 


CLIMAX MOLYBDENUM 
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Heavy sections like rudder posts and 
propeller blades can be gamma ray 
inspected with % shorter exposure— 
and welded seams can be radiographed 
more rapidly with available portable 
or low kv x-ray equipment — when 
Kodak Industrial X-ray Film Type KK 
is used. 


cut exposure 
time !/3 with 


New Kodak 
Industrial 
X-ray Film 


TYPE KK 


Where heavier sections are to be radio- 
graphed or where the output of available 
X-ray or gamma ray sources is limited, 
Kodak’s new Industrial X-ray Film Type 
KK is the film to use. 


This film shows as much as 50% 
increase in speed over the well-known 
Type K Film. It means more work can 
be done—that exposures can be cut by 


a third. And those who have tried Type 
KK tell us that its higher contrast, off- 
setting a slight increase in graininess, 
provides improved radiographic sensitivity. 
To learn how Kodak Industrial X-ray 
Film Type KK can extend the service of 
your present radiographic equipment, 
get in touch with your x-ray dealer or 
Kodak Technical Representative. 


EASTMAN KODAK COMPANY 
X-ray Division, Rochester 4, N.Y. 
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The XACTEMP PYROMETER 
makes possible better qual- 
ity control and helps to- 
ward elimination of blow- 
holes, burnouts, sand infil- 
tration and other flaws due 
to incorrect temperature... 
affords a simple, effective 
means for accurate temper- 
ature measurement of mol- 
ten, non-ferrous metals. 
Well-balanced, easy to 
handle . . . always ready 
for use and requires no 
preliminary adjustments. 

Cast aluminum and brass construction. 
Indicator is of medium resistance not affec- 
ted by thermocouple length... acts rapidly 
. . + provided with Alnico V magnet and 
direct reading dial starting at 50° F. 43” 
stainless steel extension . . . standard 7” 
Marshall tip permits true readings below 
surface of metal. Made to give good serv- 
ice for yecrs. Order at once to be sure of 
immediate delivery from stock. 


Catalog No. MM701 $685° 


Complete with Thermocouple. . 


Catalog No. 1449-501T Replacement 
Thermocouple Tip 


Ask about XACTEMP PYROMETERS for all-around 
general temperature checking. A full line of ther- 
mocouples available in stock. 


GOO BOBS GSY OE 
rf ee)? 


CLAUD S. GORDON CO. 


Manufacturers & Distributors 
Thermocouple Supplies » Industrial Furnaces & Ovens 
Pyrometers & Controls « Metallurgical Testing Machines 

607 West 30th Street, Chicago 16, Illinois 
2027 Hamilton Avenue, Cleveland 14, Ohio 
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| Readers’ Comment 





Free Copies Are Available 


To Tue Eprrors: 

I have been a very interested 
reader of Founpry for about 30 
years. But through many of those 
years, however, it has been a source 
of irritation to find valuable articles 
about foundry technique cut up in 
small pieces throughout the publica- 
tion, and thus make the reading a 
kind of hide and seek. This has 
now, luckily, been improved upon, 
adding to the value of this excel- 
lent information. 

When I recently read the articles 
in the September number of 
Founpry, I found that this could 
still be improved upon, in the in- 
terest of the “Foundryfans” who 
collect these articles. If page 99 
had been devoted to advertise- 
ments, we could have cut out this 
page and used page 100 as a front 
for the article on “Olivine Sand” 
without damaging the article about 
“Casting Salesmen.” 

If all the valuable articles could 
be cut out complete and collected in 
separate covers, I think this might 
start a collecting mania which would 
make the interest for Founpry 
still stronger. 

Ivar MATLIRSEN 
A/S Sandnes Aducerverk 
Sandnes, Norway 


Editor’s Note: Any reader who wants to 
save copies of the principal articles with- 
out cutting them out of an issue can do 
so by merely checking and mailing the 
card on Page 51. 


A Matter of Chemistry 


To Tue Eprrors: 

In reading my article in the Jan- 
uary issue on “Shrinkage in Tin 
Bronze” I noted some changes made 
in the original copy which led to 
some inconsistencies in the printed 
article. 

At the bottom of the first column 
on Page 87 where originally the 
word “propane” with the correct 
equation for its complete combus- 
tion was used, the word was 
changed to “methane” with the cor- 
rect equation for the complete burn- 
ing of that compound. 

While I will go along with this 
change, the inconsistency enters, 
however, in the third line in the 
right-hand column where my state- 
ment of four volumes of propane 
was retained. It should have been 
changed to “two times that of the 


methane which was burned.” 

I have no special objection to 
the change to methane, but I would 
rather dislike having the reader, 
whe might have studied high school 
chemistry, think that I didn’t know 
more about gas volumes than the 
article seems to indicate. 

Crype L. Frear 
3509 Old Dominion Blvd. 
Alexandria, Va. 


Advertising Cast Metals 


To Tue Eprrors: 

It may be of interest to you to 
learn that about a year ago a cen- 
tral organization for the use of cast 
metals was established in our coun- 
try to deal exclusively with the sub- 
ject of advertising cast metals. We 
have printed and released four leaf- 
lets entitled as follows: Vol. I—Cast 
Iron in the Home (Building); Vol. 
II — Finely Shaped Creations 
through Casting; Vol. III—A Re- 
view of Improvement (Progress); 
Vol. [V—Castings in Machine Tool 
Construction. 

We would be most glad if you, in 
due time, could publish in Founpry 
a note in which these brochures are 
mentioned. Besides, we will appreci- 
ate your comments as well as in- 
formation of how advertising of cast 
metals is tackled in your country. 

Pu. SCHNEIDER 
Verein Deutscher Giessereifachleute 
Sohnstrasse 70 
Dusseldorf, Germany 


Builds Inoculating Equipment 


To Tue Eprrors: 

The writer read with interest 
your write-up on the pressure ladle 
installation at Cooper-Bessemer on 
Page 140 of your February issue. 

Although it was not mentioned in 
the article, we are the manufac- 
turer of this equipment. We have 
an exclusive licensing agreement 
with International Nickel to build 
these pressure ladles and inocula- 
tion stations for the production of 
ductile iron. We are also working 
with the German inventor of the 
equipment. 

Although this development is 
rather in its infancy, we have made 
four installations to date and feel 
that it has great potentials. 

C. F. Ermnc 
President 
Industrial Equipment Co. 
Minster, Ohio 
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872 EAST 67th STREET + CLEVELAND 3, OHIO 
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Sterling flasks are made to cope with 
tough foundry production schedules! 


@ You may ask: “Why do Sterling Flasks seem to last forever, even when 
subjected to tough foundry usage?” The answer is simple. Sterling uses 
rolled steel — not pressed steel. Tensile strength of 70,000 p.s.i. adds many 
years of hard service life. Made of special hot rolled steel channel, 

with controlled copper bearing and carbon content, Sterling Flasks are 
welded into one solid, rigid piece. In addition, a center-rib is 

rolled into each section to fortify against torsional and other 

strains. You get heavy flanges with square corners and full width 

bearing. Partings are accurately machined to .005” precision. 

Yes — Sterlings are built for a long life of hard service. 

They enable you to produce better castings at a bigger profit. 

Write today for Sterling Catalog. 


STERLING WHEELBARROW CO. 
Milwaukee 14, Wisconsin, U.S.A, 

Branches and Dealers in Principal Cities 

Subsidiary Company: 

STERLING FOUNDRY SPECIALTIES LTD. 

LONDON * BEDFORD * JARROW-on-TYNE — England 


A8-4517-1PC 
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Horizons Unlimited 


Looking beyond the present problems of low business activity, Allen M. 
Slichter, president, Pelton Steel Castings Co., Milwaukee, told the Wisconsin 
Regional Foundry Conference last month that “We in the cast metals industry 
have a grand future if we don’t boot it. What we do in technical and market 
research will go a long way toward telling the story.” But after gathering data 
on group research activity, he concludes, “Presently we are not giving research 
adequate financial support.” 

Although complete expenditures for technical research are not available, he 
learned that the following was spent last year: Steel Founders’ Society of America, 
$125,000; American Foundrymen’s Society, $48,000; Gray Iron Research Institute, 
$40,000; Malleable Founders’ Society $15,000; Gray Iron Founders’ Society, 
$10,000. Allowing for some research expenditures on the part of other foundry 
groups, it is believed that technical research for the cast metals industry, except 
for private research, totals only about $268,000. With a total yearly sales value of 
$61, billion, the amount spent for research was only 0.00004 cent for each dollar 
of sales—“An infinitesimal amount that can hardly be expressed in terms that 
have any meaning.” 

Considering market research, Mr. Slichter pointed to the fact that the country 
is full of weldments, machined parts, forgings, and fabrications that should be 
castings because castings are more economical, have engineering advantages, 
and offer eye appeal. Some individual companies and trade associations are 
doing an excellent job in promoting conversions to castings, but this work should 
be enlarged. 

Too little is being done in the long-time phase of market research. Work 
should be under way to study future demands, to determine if possible what the 
industry will be called upon to supply 10 or 15 years from now. It was recom- 
mended that studies on future markets receive equal consideration with technical 
research—in time, money, and effort. 

Mr. Slichter should have complete industry support in his conclusion that 
if we meet the challenge of production and of marketing, if we determine what 
the future needs of the economy will be and prepare to meet them, “Truly, our 
horizons are unlimited!” 


“iawf 5 Giada 
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Layout of the large castings 
foundry. Production line at 
near right makes castings up 
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Foundry Modernization 


To Double Production in Ten Years 


Facilities for producing gray iron castings weighing up to 3000 
lb are described in this first of three articles covering operations 
in the foundries operated by General Electric Co. at Elmira, N. Y. 


By ROBERT H. HERRMANN 


Associate Editor 


ENERAL Electric Co.’s foundries at Elmira, 
N. Y., are engaged in a modernization program 
expected to increase castings production 50 per 

cent in five years and 100 per cent within ten 
years. This is to be done in existing buildings. 

Management’s decision to modernize was based 

on the forecast that within the next ten years the 
country’s working force will increase 14 per cent 
while the need for products will go up 40 per cent. 
In that same period, however, the demand for elec- 
trical products is expected to increase 100 per cent. 
The unfavorable balance between available work- 
ing force and demand for products will create a 
labor shortage for several years. Consequently, it 
is felt that productivity per worker must be ir 2reased 
through mechanization and that foundry work must 
be made more attractive to compete for workers in 


70 


the short labor market. 

Furthermore, GE’s employee relations activities 
are in tune with the growing realization that the 
working force is a foundry’s most important tool. 
Good relations depend primarily on good communi- 
cation between management and employees. Some 
of the instruments of communication used by GE 
are its plant newspaper; its management news let- 
ter which is circulated to managerial and _profes- 
sional people; reading rack material on a variety 
of subjects; the mailing to employees’ homes of 
booklets on cancer, safety, vacation suggestions, and 
other topics; and a suggestion system which pays a 
remuneration to employees whose ideas are accepted 
and put into effect. 

Communications which deal more directly with 
employees’ work are the state-of-the-business talks 
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given periodically for all employees by the general 
manager of all GE foundries, the local manager 
of each foundry, plus others in the finance, engi- 
neering, employee relations and marketing sec- 
tions. Also, before new equipment or a new proc- 
ess is to be put into operation in a given foundry 
area the general foreman discusses the project with 
the men in his department, asking for suggestions, 
comments, and criticisms. Consequently, there is 
little resistance to a new program because employees 
have had a part in its planning. 

Safety and health measures also are part of a 
good employee relations program. The company 
furnishes certain items of safety equipment to 
workers and insists that the equipment be worn. 
Additional equipment such as safety shoes may be 
purchased at low cost from the company-operated 
store. 

The company also maintains a dispensary staffed 
by three full-time nurses and a part-time doctor. 
Yearly physical examinations are given to operators 
of truck, crane, and other motive equipment. In 
addition, all employees are entitled on a voluntary 
basis to have an X-ray examination once a year. 

Makes Variety of Castings—Castings production 
facilities at Elmira are separated into four foundries 
which handle different sizes and types of work. The 
entire operation produces gray iron parts for elec- 
tric motors, heating and air conditioning equip- 
ment, turbines, power distribution equipment, in- 
struments, and appliances. Castings also are pro- Layout of the company’s foundries shows flow of 
duced for the textile, automotive and machinery in- castings to shipping room. The large castings 
dustries. production foundry and pattern storage area de- 

The foundry which makes large castings on both scribed in this article are shown in solid color 
a high and low-volume basis has two conveyor line 


Aerial view of GE's Elmira Foundries 
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units and a side fioor for hand and sandslinger 
molding. The lines utilize normal production equip- 
ment engineered to handle as many as 40 to 50 
pattern changes per shift. 

One line produces castings weighing from 25 to 
500 Ib. Molding, core setting, and pouring are 
done on a gravity roller conveyor mounted about 
2 ft above floor level. One section of the conveyor 
loops around near the pattern storage room. An 
operator loads board-mounted cope and drag pat- 
terns onto the roller conveyor in proper sequence 
and pushes them around to the rigging area where 
a worker uses a jib crane to set flasks over the 
patterns. These assemblies then are rolled onto a 
jolt table installed in the conveyor line under two 
10,000-lb capacity sand hoppers equipped with 
hand-operated bottom gates. Flasks are half filled 
with sand, jolted, and the necessary gaggers and 
rods set. Hand ramming, if required, is performed 
in this area with pneumatic rammers. 

The half-rammed molds are pushed around a loop 
in the conveyor to a straight section along which 
ramming is finished with a mobile sandslinger 
which travels on rails in the floor. Finished mold 
halves are pushed to a 1500-lb rollover-draw ma- 
chine, and drawn patterns are returned by mono- 
rail hoist to the starting point of the roller con- 
veyor. If additional castings are to be made from 
a given set of patterns, they continue around the 
loop. Otherwise they are removed from the con- 
veyor and returned to storage. 


Cores Are Set and Molds Closed 


Finished mold halves are pushed along the 
straight section of the conveyor to the core set- 
ting area. Cores are set and the molds closed with 
the help of a bridge crane. Molds are clamped and 
dry sand strainer cores and pouring basins are set 
in place. The weight of the casting and the grade 
of iron in which it is to be poured are marked with 
chalk on the pouring basin. Completed molds then 
are pushed to a hand-operated swiveling section of 
roller conveyor from which they are moved to a 
second swiveling section in a parallel roller con- 
veyor. Here they are lined up for pouring from 
ladles mounted on electric hoists suspended from a 
bridge crane. 

A jib crane swings poured molds to a hooded, 
vibrating shakeout and returns the flasks to the 
same conveyor. A bridge crane is used to move 
the flasks back to the molding area. Castings are 
lifted from the shakeout by the jib crane and placed 
in tote boxes for movement by electric platform 
truck to the cleaning room. The same truck trans- 
ports bull ladles of molten iron -from the cupola 
to this molding line. Cores are’ brought to the 
line by hand truck. 

Castings which weigh up to 3000 Ib and are re- 
quired in quantities of only one or two a year are 
made in a floor area adjacent to the molding line. 
Molds for these castings are rammed with the mo- 
bile sandslinger, and most of them are skin-dried 
with gas torches. A bridge crane is used for set- 
ting flasks, bringing in and setting the cores, clos- 
ing the molds, handling the ladle for pouring, set- 
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A sandslinger rams molds on a turntable in the line producing castings up 
to 3000 Ib. Mold halves roll from the turntable to a rollover draw machine 


ting poured molds on the shakeout, and returning 
the flasks. 

Produces Larger Castings—The second line of 
this foundry produces castings weighing up to 3000 
lb. Patterns for this line are brought from storage 
on electric platform trucks and are set onto a waist- 
high roller conveyor by an overhead traveling crane. 

Patterns are loaded in proper sequence and 
pushed to the rigging area where a crew of two 
men uses an electric hoist on a bridge crane to set 
flasks over the patterns. Required loose pattern 
pieces and ram-up cores are set, facing sand is 
shoveled into a flask, and bars and gaggers are 
placed in position. The partly-filled flask is rolled 
onto short gravity roller sections mounted in a 20- 
ft-diam, four-station turntable. When the turn- 
table is indexed to the second station, ramming is 
completed with a remote-controlled sandslinger. At 
the third station molds are struck off manually, and 
at the fourth station the short section of roller 
conveyor is tilted by air cylinder so that the com- 
pleted half mold rolls off to a 10,000-lb rollover 
draw machine. Drawn patterns are moved by 
hoist to a roller conveyor which is parallel to the 
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incoming pattern conveyor. At the end of the re- 
turn conveyor, patterns are trucked to storage or 
moved to the incoming conveyor if additional cast- 
ings are to be made. 

Completed half-molds are pushed off the rollover 
machine to a cable-operated, roller-topped shuttle 
car which rolls by gravity down an inclined set 
of rails to align with a floor-level roller conveyor. 
The half-molds are pushed off the car to this con- 
veyor for coring and closing and then are moved 
by bridge crane to the pouring floor. The same 
crane transports poured molds to the previously 
described shakeout and returns empty flasks to the 
molding area. Castings are moved by electric truck 
from shakeout to the cleaning room. 

Sand Preparation Is Automatic—Used sand falls 
through the shakeout to a belt conveyor and trav- 
els over a magnetic separator to an oscillating pan 
conveyor which feeds a bucket elevator for ultimate 
discharge into an 80-ton storage hopper. Air-op- 
erated gates at the bottom of the storage hopper 
release sand to a weigh hopper whieh actuates a 
solenoid to close the gates when 1200 Ib of sand 
has been received. Sand falls from the weigh hop- 
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per through air-operated gates to an automatic, con- 


tinuously cycling muller. An automatic sand mois- 
ture and temperature determining device governs 
water additions to the mix. Dry components are 
weighed and added by hand during the 1!/.-minute 
cycle. Prepared sand is discharged to a bucket 
elevator which feeds an 80-ton prepared sand stor- 
age bin. 

Sand mixes consist of batches of system sand, 
to which sea coal, woodflour, and western bentonite 
are added. Samples of the mix are tested every 
half hour. The desired properties are 3.8 per cent 
moisture, 85 green permeability, 5.5 psi green 
strength, 80 psi dry strength, 30 psi hot strength, 70 
minimum flowability, 0.02 in. per in. deformation, 
and 8.7 pH factor. Generally, this last value is 
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held rather closely by additions of facing sand to 
the system. Much attention is paid to holding a 
sand toughness number of 110. This is an index of 
sand workability obtained by multiplying the green 
strength by the deformation. 

A belt conveyor under the prepared sand stor- 
age bin delivers sand to a bucket elevator which 
empties onto an overhead belt distribution system 
which supplies sand to the mobile sandslinger, the 
two bins over the jolt tables, and to the stationary 
sandslinger which rams molds on a turntable in 
the second molding line in this foundry. 

The facing sand mix used on this line is dis- 
charged into a hopper from which it is shoveled 
into the flasks. The facing mixture consists of 50 
per cent Port Crescent sand of 55 AFS fineness and 
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50 per cent McConnellsville sand of 100 AFS fine- 
ness. To each batch of sand are added western 
bentonite, a woodflour-carbon mixture, corn starch, 
and water. Each batch of sand is checked for the 
following desired properties; 3 per cent moisture, 95 
permeability, 5 psi green strength, 50 psi dry 
strength, 50 psi hot strength taken at 1100° F after 
a 12-minute soak, 0.022 in. per in. deformation, and 
110 sand toughness number. 

Coreroom Operations—A coreroom is located at 
the end of the building housing the large casting 
foundry. It is equipped with four jolt-rollover-draw 
machines, one coreblower, four benches, and a long, 
open area where cores are hand rammed in boxes 
set on low wooden horses. Eleven mixes of stand- 
ard core oil formulated sands are mulled in 1000-lb 
batches. In preparation of the mixes, solid ingredi- 
ents are weighed, and oil and water are metered 
for accurate proportioning. 

Core sand is delivered to the foundry in hopper 
cars which empty over a grate opening in the 
track. Sand falls through a chute to a bucket ele- 
vator which feeds, through a switching arrangement, 
to two storage silos. Air-operated gates at the bot- 
toms of these silos release sand to a skip bucket 
used to charge the muller. Prepared sand is dis- 
charged into a tilting bucket suspended by an elec- 
tric hoist which is electrically driven along an over- 
head monorail. Thus, the sand is delivered to the 
various coremaking stations in the coreroom. Green 
cores are loaded onto racks and moved by electric 
platform trucks into gas-fired, batch ovens where 
they are baked at 450° F for various times depend- 
ing upon core size. Cores produced in this area 
range in weight from | to 2000 lb. Baked cores 
are moved by electric platform truck to a finishing 
area where they are pasted or bolted into assem- 
blies. Most cores are given a wash which is col- 
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ored to indicate the different sand mixes used. Four 
additional batch-ovens in this area are used to dry 
washed cores. Electric and hand trucks transport 
cores to the molding areas. 

Use Continuous-Pour Cupolas—Iron for the 
large casting foundry as well as for the medium 
casting foundry is produced in two cupolas located 
adjacent to the mold car conveyor serving the medi- 
um casting foundry. One 42-in. cupola with ca- 
pacity of 10 tons per hr is operated during the 
day shift. The other cupola, lined to 36-in., has a 
capacity of 6 tons per hour and is operated dur- 
ing the night shift. Both are front-slagging units, 
and they are tapped continuously into forehearths 
heated by gas torches. 

Raw materials delivered into the foundry yard 
in gondola cars are unloaded by a railway car 
crane. The materials are segregated into open- 
front bins. A scale car carrying two drop-bottom 
charge buckets operates on a track in front of the 
bins. Operators fork the materials into the charge 
buckets and then position the scale car under an 
overhead monorail cupola charger. The buckets are 
lifted by the charger and transported to either of 
the cupolas through a switch in the monorail. 

Molten iron for the large casting foundry is 
transported from the forehearths to the pouring 
area in bull ladles carried on an electric platform 
truck. Metal for the medium casting foundry is 
tapped from the forehearths directly into pouring 
ladles electrically propelled on a monorail loop and 
synchronized with the speed of the mold car con- 
veyor. 

Succeeding articles will describe operations in the 
plant’s sand foundries for medium and small cast- 
ings and in the permanent mold foundry. 


@ An extra copy of this article is available until supply 
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An effective training 
program gives an over- 
all understanding of 
a company’s operation 
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How Foundries Are 


Traini 


To exploit the potential of an engineer, you must train him 


effectively. This article suggests some of the elements of 


good training programs, including helpful case histories 


100) discussed in some detail the problems in- 
volved in recruiting foundry engineers. As that 
article noted, however, recruiting is only the first step 
in acquiring personnel to cope with the increasing 
mechanization and technological progress of the 
industry. Hiring must be followed by a training 
program which will exploit the full potential of 
the newly recruited engineer. 
What You Get—Successful establishment of such 
a program provides three obvious and important 


A PREVIOUS article (Founpry, April, 1957, p. 


returns. 
First, the engineer who is placed in an effective 
program enjoys a sense of security and of belonging 
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to the organization of which he is a part. He feels 
rightly that the company knows what it is doing 
and that it has a job for him to do as soon as he has 
been prepared properly. He will be much less 
likely to leave than a man who is brought into a 
situation where he is forced to flounder. Such a 
man inevitably feels that he is neither particularly 
important nor needed. His usefulness is debatable, 
even if he stays with the job. 

Second, the man who is properly trained is in a 
much better position to become a valuable em- 
ployee. Effective training enables him to use his 
native abilities to the full as much as it sets him 
up psychologically to want to use his potential. 
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Third, effective training most quickly brings the 
employee to the point where he is efficient and 
productive. 


Objectives—In short, there can be no question 
about the value of good training. This point applies 
to all new employees, of course, but perhaps a little 
more to engineers, who are a slightly different breed 
from others and likely to be destined for greater re- 
sponsibility. 

Nonetheless, in some companies, the word “train- 
ing” evokes such reactions as these: 1. “It’s good for 
other foundries.” 2. “We're too small.” 3. “The 
foundry is different.” 4. “It took me 30 years, and 
I can’t see how anyone can learn anything in a 
training program.” 

There is no need to argue with such attitudes. 
The essential fact is that foundries of all sizes have 
successful engineer training programs in operation 
and are benefiting from their success. Some of 
these programs will be described in this article. Their 
establishment requires nothing else so much as an 
initial push from top management to get the com- 
pany off dead center. After that, a program can be 
developed to fit the needs of the foundry. 

Many training techniques are available, including 
job rotation, formal study courses, guided experience, 
and others. As many of these techniques as are 
needed can be adapted to a program that will do 
the job for a given foundry. Any program, however, 
no matter how it is set up, must work toward sev- 
eral fundamental objectives common to all: 

1. To give the new engineer a broad view of op- 
erations and products so that he can see his own 
work in relation to the whole activity. 

2. To demonstrate to the engineer the variety of 
methods by which he can apply his technical edu- 
cation to the solution of the employer’s problems. 

3. To provide enough specific training to prepare 
the engineer adequately for his permanent job. 


Length of Program—Like the content, program 
length should be adapted to the needs of the foundry. 
In addition, the length of any particular program 
and of its sections should be flexible enough to fit 
the needs of the individual. Factors to be considered 
include the type of job for which the man is being 
prepared, the type of formal training he has had, 
and the kind and amount of on-the-job experience 
he possesses. For example, in larger foundries, the 
area of emphasis would vary with metallurgists, pro- 
duction employees, casting salesmen, and other types 
of trainees. Smaller plants would, of course, aim for 
all-round versatility, with less specialization. 

Programs therefore vary in length from a few 
weeks to more than a year. One point should be 
kept in mind. The program should not be dragged 
out. Adjust the pace to the individual’s abilities. 
Don’t permit him to feel that he’s being held down 
without being given a chance to show what he can 
do. When he’s ready, put him to work, and every- 
one will benefit. 

Program Content—In general, a foundry train- 
ing program falls into two parts: 1. A period of 
orientation. 2. A longer period of job rotation inter- 
spersed with general subjects presented in confer- 
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ence sessions or, especially for single trainees, in 
office visits. 

Orientation—The orientation period can be a 
crucial one, for many reasons. Its purpose is two- 


fold—to help the new engineer to adjust to his new 
surroundings and to enable the other personnel to ad- 
just to him. In this phase he must become acquainted 
with both the physical layout of the plant and the 
people who compose its social community. He must 
learn to get along with the people as much as he 
must know the production processes. During this 


A good training program makes the engineer feel 
that he is part of a well managed organization 


period he also should be indoctrinated about man- 
agement policies and organization, and he must 
reconcile his education with the actual practices of 
the plant. 

Job Rotation—After orientation, real training be- 
gins. Ordinarily, as descriptions of actual pro- 
grams will show later, job rotation is the core of 
this training. As we noted earlier, in relation to the 
whole program, there is no typical plan or schedule 
for this portion of the program. The engineer’s 
training, his experience, and the sort of job for which 
he is being prepared require an adjustment of the 
schedule to emphasize some areas and to de-empha- 
size others. 

Generally, however, job rotation is set up so that 
the man is exposed to every department and activity 
in some degree, regardless of what type of work he 
is to do eventually. With this sort of background, 
he is able to take an over-all view of the plant’s op- 
erations and their relationship to his own activities. 
Additionally, he meets more employees, gets to know 
them better, and learns about their problems and 
abilities. The sequence of jobs and the length of 
time on each thus is a matter for the individual 
foundry to adapt to the individual trainee, particu- 
larly in smaller plants. 

Training Reports—Customarily, two reports are 
made as the trainee completes each job assignment. 
One of these is made by the trainee, who describes 
what he has learned and what his general impres- 
sions have been. It is important here to be sure 
the trainee understands he is not a spy. He shouldn’t 
be, of course, since nothing else would more quickly 
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disrupt both the training program and personnel re- 
lations; but it is just as vital that he have no mis- 
understanding of the matter. 

The second report comes from the supervisor under 
whom the man worked. He rates the trainee on such 
points as application, ability to learn, interest in 
work, accuracy, co-operation, self-reliance, judge- 
ment, and originality. In closing, he gives an over- 
all rating—sometimes in the form of an answer to 
the question “Would you like this man to work for 
you?” Management should keep in mind the im- 
portance of supervisor’s attitudes to the success of 
the program. They must themselves be trained to 
understand and to work for the purposes of the pro- 
gram. 

What Not To Do—During this period of job ro- 
tation, a couple of pitfalls must be avoided. For one, 
engineering trainees should not be assigned menial 
jobs such as window washing or aisle sweeping. 
Hard work is perfectly proper, but only in the line 
of constructive training. 

Secondly, avoid boring the trainee and antagoniz- 
ing your other employees. Don’t keep him on a job 
any longer than he requires to familiarize himself 


Training begins with orientation. The engineer 
learns to know his company and its employees 


with it. Don’t train him to be a production worker 
—after all, he isn’t going to be one. Instead, make 
his assignments challenges to his training and intel- 
ligence to as great a degree as you can. 

Some foundries have experienced difficulties in as- 
signing trainees to jobs covered by bargaining units. 
Unions are concerned about a trainee’s replacing a 
union man on the job. Most union leaders under- 
stand the need for technically trained men, however, 
and one solution to this problem is a contract pro- 
vision covering the employment of one or more en- 
gineer trainees in a job-rotation program. 

On the other hand, the problem may never arise 
at all since the trainee is likely to be on a monthly 
salary rather than an hourly wage. If the type 
of job he does during training creates an issue in 
itself, a contract provision again is the best solution 
to the difficulty. 

The conclusion of the program is followed by eval- 
ulation and job assignment. Permanent assignments 
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are made on the basis of composite performance 
records, observed and estimated qualifications, major 
interests of the trainee, and job availability. 

Thus far, we have discussed the engineer training 
problem in terms of general principles. Let’s take 
a look now at what is being done at specific found- 
ries of various types and sizes. To be systematic, 
we'll start with the smallest and work through to 
the largest. 

100 Employees—At a quality jobbing shop in 
Michigan, two types of training are done. The more 
common involves young men who still are students. 
Usually two are high school graduates getting ready 
to go to college, and two are college undergraduates. 
The other type of training, understandably rare in 
a company of this size, is for graduates who are per- 
manent employees. 

Training at this plant is planned, but it is informal 
and on a highly personalized basis. Personal con- 
tact and instruction are the outstanding features of 
the program. Trainees are moved around the found- 
ry so that they acquire over-all experience in the 
various departments. The plant metallurgist and 
the plant engineer are the key men, and trainees 
usually do specialized work under their direction. 
This work includes such varied activity as develop- 
ment in the shell mold department, statistical qual- 
ity control work, and ultrasonic testing, in addition 
to the usual foundry assignments. 


250-500 Employees—A midwestern steel foundry 
employs a “break-in program” notable for its brev- 
ity. Designed to acquaint trainees with the men, 
jobs, and departments in the plant, it customarily 
covers only about a 7-week period. 

One week is spent in production control, two weeks 
in inspection and quality control, one week in the 
coreroom, one week in the melting department and 
laboratories, and two weeks on pouring and shakeout. 


500-1000 Employees—At a Great Lakes area mal- 
leable foundry doing jobbing work on a production 
basis, the engineer training program requires about 
1 year. This plant, which normally employs about 
850 people, calls the program “Management Devel- 
opment.” Its aim “is to orient the engineer with re- 
spect to our plant, our methods of operation, and our 
people, and to integrate him, his knowledge, and ex- 
perience into our organization to do the most ef- 
fective job.” 

The program provides work experience in all 
phases of the company’s operation. The trainee is 
required to do some work with his hands because 
the company feels that he should be able to instruct 
employees in the proper operation of equipment used 
in production. He is expected to have a thorough 
understanding of how each department operates in- 
ternally and how each is tied to others in the total 
production picture. Staff and administrative func- 
tions such as cost accounting, purchasing, and sales 
are included as well as production functions. 

This sort of schedule is important to the company. 
It expects all people in the management group to be 
aware of problems in the business and to help ac- 
tively in their solution, regardless of the department 
in which the problem exists. Consequently the pro- 
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gram is meant to widen the individual’s horizons 
and multiply his avenues of promotion. As a result, 
the company enjoys an important flexibility within 
the management group. 

The program calls for reports both weekly and 
after the completion of work in a given area. This 
procedure not only provides a check on the trainee’s 
understanding, but of his ability to put his thoughts 
on paper—something the company feels is extremely 
important. 

As an integral part of the program, each man is 
given a project which can be followed through to 
its completion. This assignment “gives the man a 
sense of accomplishment which often can carry him 
over periods when the new routine of industry has 
worn a little thin and helps to keep him from be- 
coming discouraged.” 


500-1000 Employees—Another plant in the same 
size group offers a similar yet somewhat different 
program from that just described. This foundry is 
a captive gray iron operation tied to an eastern 
manufacturer of engines, compressors, and turbines. 

At this company, the program is similar in that 
a l-year job rotation is employed. _It differs from 
a jobbing operation, of course, in that trainees are 
dealing with specific products about which they re- 
quire some knowledge. The 11-month, basic rota- 
tion plan is supplemented by a 1-month assignment 
on a project of the trainee’s choice. Ordinarily, this 
project involves the type of work which will be the 
man’s final assignment. 

The chief point of difference lies, however, in 
formal courses made available to trainees through 
the company’s training departments. These fall into 
two main categories—technical and management 
courses. They are designed to bridge the gap be- 
tween the college approach and the techniques used 
in industry. Other employees also attend them. In- 
structors include college professors, professional 
people, and company employees. 


More than 1000 Employees—The foundry division 
of an automotive company may seem like an odd 
place to go for examples since its size is far from 
typical. Nontheless, much can be learned from it. 
Few companies train as many foundry engineers as 
this one, which employs thousands of persons in its 
various foundries. 

The division regards its recruiting, training, and 
on-the-job development as parts of an over-all train- 
ing process. It feels that “the only development is 
self-development and the easiest way for a man to 
develop is to provide the opportunity for him and 
with guidance and counseling to leave the rest up to 
him.” 

After selective recruiting, the company places 
trainees in a 6-month formal training program. 
Basically an orientation program, it is meant to 
acquaint them with the organization, the way things 
are done, and the policies, procedures, and traditions 
they will have to live with when they have received 
their permanent assignments. 

Each man is scheduled through every department 
in his plant. The length of time that he spends in 
any one department varies from a few days to a 


March 1958 


month. It is predetermined by an education and 
training committee which bases its decisions on size 
of the department, number of jobs available, and 
complexity of operations. Supervisors are available 
to answer questions and give any information the 
trainee requests: “Development takes place almost 
directly in proportion to the initiative and inquisi- 
tiveness of the trainee.” 














Hard work is a part of his training, but don’t 
give the engineer unconstructive, menial jobs 


Each week, four hours of classroom sessions are 
scheduled. Two hours are devoted to sessions con- 
ducted by department heads who explain operation of 
their departments, how they are organized, how 
they fit into the organization, and what the prob- 
lems of each are. The second two hours are devoted 
to management sessions in which policies and pro- 
cedures, history of the organization, management 
skills, and management knowledge are taught. In 
addition, trainees attend management information 
meetings held for all management people. 

On completion of the six-month program, trainees 
receive permanent assignments. The first eight 
weeks on the job are an intensive training period, 
usually spent with an older employee who is familiar 
with the assignment. 

Planning Is the Secret—In summary, then, it is 
obvious that no such thing as a typical training 
program for foundry engineers exists. In fact, the 
very nature of the industry and its component com- 
panies virtually precludes such a possibility, except 
for the almost universal orientation and job-rotation 
plans. Essentially, the key to effective training is 
planning, no matter how simple or complex the pro- 
gram. Plan carefully, then be certain the plans are 
carried out. Don’t short-circuit the program. Ex- 
ploit the full potential of your engineering trainees. 

Acknowledgment—The editors of Founpry wish 
to express their gratitude to Edward J. Walsh, ex- 
ecutive director, Foundry Educational Foundation, 
and to the many foundries who outlined their en- 
gineer training programs for their co-operation in 
the preparation of this article. 
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Fig. 2 (left)—Exploded view of multiple corebox. 


Fig. 3 (right)—Another 


exploded view, showing how the first two quadrants formed become sides of box 


4 Fig. 1—Experimental rigid fuze body is a cylinder 
approximately 412 in. in diameter and 41 in. long 








CO, Process Useful in 


Producing Experimental Castings 


CO:-hardened molds provided a convenient method of producing sev- 
eral experimental rigid fuze bodies at Frankford Arsenal. Here’s a 
description of the procedure developed to handle the assignment 
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inally as a supplemental means for making 

cores. It has been extended in some cases, how- 
ever, to include use as a mold material. One such 
case arose recently when the Pitman-Dunn Labora- 
tories, Frankford Arsenal, were requested to cast 
several experimental, rigid fuze bodies. 

Design characteristics of the casting were such 
that neither the investment casting nor shell mold- 
ing process would conveniently lend itself to this 
application. Certain features of the carbon dioxide 
process indicated that an attempt should be made 


T ix carbon dioxide process was developed orig- 
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to adapt it to the production of these castings. The 
complex coring problem associated with the fuze 
body could be most simply handled by this proc- 
ess, since all the cores could be made as integral 
parts of the mold. This procedure would minimize 
inaccuracies in fit between separate cores and core 
prints. 

Master Pattern—The rigid fuze body is a cyl- 
inder, as shown in Fig. 1, approximately 4!/ in. in 
diameter and 4!/, in. long. Fourteen pockets, | 
x 1 x 1% in. deep, are so positioned as to require 
six different draw directions; one is at each end 
and four are spaced every 90 degrees around the 
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Fig. 4—Frame at right, set on top of the mold, 
forms the corebox for making the end sections 


axis of the cylindrical fuze body casting. 

A rectangular hole runs through the casting 
parallel to the axis. Since maintaining the re- 
quired surface finish in this cavity by casting meth- 
ods seemed unlikely, a length of tubing is cast- 
welded in the casting to form the cavity. The 
rectangular pieces protruding at the ends serve as 
core print for the tubing. 

Multiple Corebox Technique—Due to the com- 
plexity of the casting and the fact that less than 
50 pieces were made, it did not seem practical to 
machine coreboxes and patterns required by con- 
ventional molding techniques. Instead, a multiple 
corebox technique was developed. By using this 
method, the entire mold can be made from one 
corebox, utilizing a master pattern and removable 
inserts. 

The multiple corebox consists of the master pat- 
tern and four additional pieces—the two end pieces 
and the two quadrants, which enclose one-half 
the circumference of the pattern. The remainder 
of the circumference is left open, since these in- 
serts are not necessary in the ramming operation. 
Fig. 2 shows an exploded view of the multiple 
corebox. 

Two different sand mixes were used: A 120- 
mesh sand with 8 per cent sodium silicate binder 
was used as a facing sand, and an 80-mesh sand 
with 4 per cent binder as a_ back-up sand. 
Both mixtures were mulled for 10 to 15 minutes 
prior to use. 

When not being used, the sand was kept in poly- 
ethylene bags to retard the hardening action caused 
by the CO, in the atmosphere. Although there 
was no apparent hardening, the sand mix was 
kept no longer than two days after mulling. 

Vibration Used—The entire ramming operation 
was carried out on a Syntron type VP 75 vibrat- 
ing table. The vibration was found necessary to 
insure satisfactory packing of the pockets with- 
out resorting to hard ramming. The sand in the 
pockets would not draw if conventional ramming 
were used. 

The open sides of the corebox were rammed first. 
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Fig. 5—Completed, CO.-hardened 
sand mold for rigid fuze body 


A parting compound was applied and the 120-mesh 
sand then was sieved into the corebox. Reinforc- 
ing nails were used in the pockets. The facing 
sand was built up to a thickness of about 3 in., 
followed by the 80-mesh sand rammed by conven- 
tional methods. All six mold pieces were rammed 
in this fashion. 

To achieve a satisfactory draw, it was necessary 
to harden all the pockets, corners, and grooves of 
the core. A rather elaborate method was used to 
push a 1/16-in. diam rod into the core to various 
predetermined depths. A wooden template, con- 
taining locating holes and covering the open face 
of the core, served as a guide for the rod. These 
holes in the sand provided flow passages for the 
CO. gas to reach all parts of the core. The gas 
was introduced through an inverted rubber cup 
attached to the gas supply line. The cup was held 
against the core surface at several different loca- 
tions for 15 to 20 seconds. (No attempt was made 
to establish the amount of gas used to harden any 
section of the mold.) 

After ramming the open sides of the corebox, one 
of the quadrants forming the closed sides was re- 
moved. This exposed the master pattern and two 
sides of the previously rammed mold sections (see 
Fig. 3). These quadrants then formed the sides 
for. ramming the next core, which was rammed 
and gassed as described above. The last of the 
four quadrants was rammed after removing the 
corresponding insert. Finally, the two end pieces 
were rammed and gassed (see Fig. 4 and 5). 

Drawing of the mold pieces also was accom- 
plished on the vibrating table. Since no alignment 
pins were, provided, extreme care was needed to 
get a straight draw. The end sections were drawn 
first, then‘ the four side pieces. 

To prepare the mold for pouring, four ingates 
were hand cut in the quadrant sections to connect 
the ring gate with the mold cavity. A 1-in.-diam 
hole drilled through one side piece served as a 
down sprue. Sithilarly, a 2-in.-diam hole was 
drilled through the top section to serve as a riser. 

The core was set in the core print of the bot- 
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Fig. 7—The CO.-hardened mold has been rammed 
in green sand and is clamped, ready for pouring 


Fig. 8—Casting, 
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showing sprue, gate, and riser 


tom section, and the mold then was assembled 
and placed in a flask (see Fig. 6 and 7). Sand 
was rammed around the mold and a weight was 
placed on top of the mold to hold the assembled 
mold together. 

To pour the mold, 10 Ib of 356 alloy was melted 
in a clay-graphite crucible, using 3000 cps induc- 
tion equipment. No degassing was employed and 
the metal was poured at 1350° F. Prior to pour- 
ing, the entire mold assembly was placed on the 
vibrating table and vibrated throughout the pour- 
ing operation. The finished casting with the gate 
and riser is shown in Fig. 8. 

Suggested Changes for Quantity Production— 
The method devised for producing pilot quantities 
of the rigid fuze body permitted production of sat- 
isfactory castings. Experience with this technique, 
however, suggests certain changes should the 
methods be extended to quantity production. The 
multiple corebox used for this work produces core 
parts which are not interchangeable; consequently, 
the six parts that comprise a mold must be made 
in a specific rotation at one time. Interchange- 
ability of the core parts can be achieved by a 
more precise arrangement for control of the pat- 
tern location in the corebox so that an operational 
procedure can be followed. This would permit 
labor economies since fifty or one hundred dupli- 
cate core parts could be made before time is taken 
to change the setup to produce :the next unit re- 
quired to make up the mold. The additional cost 
for pattern equipment could be easily absorbed by 
the saving of labor possible when production quan- 
tities are required. In a like manner special gassing 
fixtures would result in increased production of the 
core parts. 

Chilling Necessary—The most persistent diffi- 
culty encountered in producing the rigid fuze body 
was associated with introduction of the rectangular 
tube insert. The tube was first filled with such 
materials as COz sand, green sand, plaster invest- 
ment and even pressed-in brass chills were tried. 
In all of these trials roughened areas would devel- 
op due to burning through the tube in those areas 
adjacent to the heavy sections of the casting. Other 
difficulties noted were distortion or warping of the 
tube insert. 

The final method adopted was the only one which 
could reliably protect the tube from damage by 
the molten metal. The chills used were arranged 
to protect those areas of the tube most vulnerable 
to damage. Use of these chills also improved the 
soundness of the casting by promoting favorable 
thermal gradients between the casting and riser. 
It is recognized that no metallurgical bond exists 
between the tube and casting; however, the tube is 
securely supported in the casting by the pressure 
generated by thermal contraction of the surround- 
ing metal. 

Acknowledgment—The authors wish to extend 
their appreciation to the Diamond Ordnance Fuze 
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METALLURGICAL 
LABORATORY 


By JOSEPH R. DRIEAR 


Floor plan of minimum metal- 
lurgical laboratory shows how 
the equipment can be arranged 
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lurgical laboratory to your facilities? Have you 

done nothing about it because you weren’t sure 
just what was needed or what it would cost? Then 
here’s your answer. You'll find the laboratory de- 
scribed here is the basic minimum to satisfy the needs 
of your metallurgist. 

This laboratory is equipped to handle some re- 
search and development work and the bulk of 
process troubleshooting work. If you’re planning a 
laboratory for sand control, chemical analysis, or 
physical testing, then plan it as an addition to this 
basic laboratory. 

First, select 144 sq ft of floor space in a quiet, cool 
portion of your plant. Utilities available at this 
location should include good overhead lighting, hot 
and cold water, drain, compressed air for drying 
specimens, and 110-volt ac power. 

The accompanying floor plan of this minimum 
metallurgical laboratory gives a suggested equip- 
ment arrangement. All bench tops should be 35-36 
in. high. Steel cabinet benches work very well here 
and provide good storage space beneath the bench 
top. The table for the microscope should be desk 
high (top 30!/ in. from floor). A linoleum-top 24 x 
50-in. center-drawer metal table and 45 x 34-in. 
steel single-pedestal desk plus two metal chairs com- 
plete the furniture requirements. 

Note that the grinding operations have an exhaust 
system to carry off grit and dust. This system can 
be made self-containing. 

The equipment needed in this laboratory is listed 
in Table I, and a basic stock of supplies is shown 
in Table II. Some of the equipment, such as the 
mounting press and polishing wheel, is specialized, 
and may most easily be obtained from a metallurgi- 
cal supply house. Approximate prices are listed to 
serve as a guide. 

Staff a laboratory such as this with a metallurgist 
and a technician, and you will develop a degree of 
technical knowledge about your product that you 
never thought possible. 


Fee you been thinking about adding a metal- 
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TABLE |—Equipment for Minimum Laboratory 


Approx. 
Cost 
For Preparing Specimens for Microexamination 
Cut-off wheel (dry)—8 in. bench grinder, 3% HP, 110 V. 
modified in your shop to use abrasive cut-off discs $ 
Specimen mounting press—for 114-in.-diam. mounts 
Specimen marking tool—vibrating engraver with diamond point.. 
Belt grinder—for 3-in.-wide dry belts, includes VYe-hp motor 
Double disc grinder (for fine abrasive popers)—1/6-hp motor with 
shaft projecting from each end. Discs affixed to shafts .... 110 
Polishing Wheel—8-in.-diam., flush mounting, with 2-speed motor 185 
Sink—28 x 16 x 6 in. porcelain-coated, cast iron 20 
Hot plate—electric 8-in.-diam. with steplessly variable temperature 25 
Rough balance—double beam, 2-kg capacity 23 
Testing Equipment 
Rockwell hardness tester—With Brale indenter, 1/16 in. ball, and 
Yg in. ball and chuck 
mee - - epee tester—with indenter and 100-9 calibration 
oc 
Potentiometer—millivolt type with manual cold junction compen- 
sator and run-up box 
Point micrometers eat cceahca ct in. 
-2 in. 
Optical Equipment 
Bench metallurgical microscope—75x to 500x with movable, non- 
graduated stage and light source 
Binocular microscope, low power—7x te 45x, including — 
source 
Other Equipment 
Electric resistance furnace—110 V, inside dimensions 5Y2 x 7% 
in. 
Furnace indicating pyrometer controller—O-2000°F range, 110 V, 
for chromel-alumel thermocouple 
Dust remover—500 cfm with bag-type filters 


TABLE !l—Laboratory Supplies 
Approx. 
Number Cost 
Chromel-alumel thermocouples 
20-gage wire with double-bore insulators 
5-lb jars, green bakelite specimen mounting powder. .. 
Extra 8-in. wheel for polisher 
1-Ib bottle, 0.3 micron alumina abrasive 
1-lb bottle, 0.1 micron alumina abrasive 
8-in. microcloth polishing cloths 
8-in. silk polishing cloths 
8-in. emery polishing discs (000 grit) 
8-in. emery polishing discs (00 grit) 
8-in. emery polishing discs (0 grit) 
8-in. emery polishing discs (1 grit) 
Abrasive alumina belts (120 grit) 
814-in.-diam resin-bonded cut-off wheels, 
1/32 in. thick (70 grit) 
Hand hacksaw 
3Y2 x 4-ijn. vise 
Protective face shields 
6-lb bottle hydrochloric acid, reagent grade 
7-lb bottle nitric acid, reagent grade 
9-lb bottle sulfuric acid, reagent grade 
Soda ash, technical grade (for acid spills) 
400-m! glass beakers 
Methyl alcohol (absolute) (for metal-etching solutions) 
Package “Q’’-tip swabs 
Glass thermometer, 0-220° F 
Glass thermometer, 20-500° F 
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for contoured sand cores—that is, cores without 

flat supporting surfaces—are readily apparent to 
foundry supervisors responsible for dielectric oven 
operation. These drying ovens represent a large 
capital expenditure and require efficient operating 
techniques to justify the investment fully. In opera- 
tion, however, they show sizable cost savings. 

Until recently, this equipment has been used large- 
ly to bake cores with convenient flat surfaces. Bak- 
ing small to medium quantities of irregularly sur- 
faced cores was not considered practical until Leb- 
anon Steel Foundry recognized the need for increased 
efficiency of its dielectric facilities and developed 
materials and procedures for fabrication of inex- 
pensive driers. 

Dielectric ovens to bake cores are available in 
a variety of sizes. Their electrical output averages 
about 20 kw per half-ton per hour of production, 
and they normally operate at a frequency of about 
15 megacycles. Dielectric ovens now in use operate 
at up to 75,000 volts. 

Cores going through a dielectric oven must have 
a support, much as those in conventional ovens. 
Core supports used in dielectric baking units must, 
however, “have both thermal and electrical proper- 
ties which suit the application. One or the other 
of these characteristics is present in many materials, 
but few have both. The electrical characteristics 
must approximate quite closely those of the sand 
mix being baked.” Metal core driers or core plates 
do not meet this condition. Because they remain 
“cold” in the dielectric field, steam generated from 
the core condenses on the cooler metal, and the 
core in contact with the metal remains or becomes 
soggy (not dried). ; 

Transite or Marinite core plates readily, solve the 
problem of core plates for dielectric ovens, but only 
partially solve the problem of core driers, particular- 
ly when cores have not flat surface. Sand driers 
of high resin content are satisfactory for short-run 


Te economic advantages of an inexpensive drier 
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jobs, but are fragile and cannot stand the rough 
treatment normally associated with foundry usage. 
Compression-molded, thermosetting plastic fiberglass 
core driers solve the problem for very high pro- 
duction items, but the high cost of the metal molds 
for the compression molding of these driers greatly 
limits their use. 

Since many contoured sand cores do not fall 
within the practical range of compression molded 
driers, an attempt was made to solve this problem 
by casting a drier with existing plastic material. Ac- 
tual usage proved unsatisfactory, however, for gen- 
eral deterioration and eventual destruction of the 
plastic drier occurs before ten passes through a dielec- 
tric oven. This is particularly true for larger ovens. 

Consequently, there was a great need for a ma- 
terial castable into a cheaply constructed master 
mold, one which would provide adequately the afore- 
mentioned thermal and dielectric properties. It also 
had to be economically justified for the finished part 
and capable of being readily formed to shape. Such 
a material has been developed. 

Table I shows a typical comparison of the cost 
of this new casting method vs. that of compression 
molding for a drier weighing approximately 1.5 |b. 

On the basis of these cost figures, assuming that 
the physical properties of the driers are equal, 
one would have to fabricate more than 320 driers 
by compression molding to justify that technique 
economically. 

Plastic driers used in conjunction with making 


TABLE |—Comparison of Drier Costs 
Compression 
Molded Drier 


$850.00 


Cast Drier 


Master mold 

Amortization of master 
mold (over 50 driers) 
Material, labor, and overhead 
for drier construction, each 5 1.50 


$ 18.50 


17.00 


Total cost per drier 
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CORE DRIERS 


for Dielectric Ovens 


Inexpensive cast epoxy driers were developed for use with contoured 
sand cores cured in dielectric ovens. They provide required ther- 
mal and dielectric properties and are made easily and economically 


MAKING RUBBER MOLD: Fig. 2 (top left)—Synthetic (top right)—Ingredients are mixed thoroughly. Fig. 4 
rubber is cast in a reinforcing wood frame (right) (lower left—Mix is poured over master model. Fig. 
positioned over completed half of mold (left). Fig. 3 5 (at lower right)—Completed mold is ready for use 
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and drying cores are either “transfer” or “blow-in” 
core driers. With a transfer drier, the hand-rammed 
or jolt-squeezed formed or blown cores are trans- 
ferred from the corebox to a drier with contours 
which match the bench master. This transfer drier 
provides a uniform supporting surface for the green 
sand core. 

In the “blow-in” method of producing cores, one 
half of the corebox is made of metal or plastic and 
the other (blow-in drier) half of plastic. When the 
corebox is parted, the core is left in the plastic 
drier half, in which it is run through the dielectric 
oven, and another plastic drier is matched with 


Left to right: Fig. 6—Base resin and hardener 
are mixed and poured into mold. Fig. 7—Semi- 
cured drier is ready to be stripped from mold 


the permanent half to form a corebox for the next 
“blow-in.” Fig. 1 shows a blow-in drier. The new 
casting material is especially suited for use in the 
“blow-in” process because the number of driers re- 
quired is limited to oven capacity. In other words, 
as soon as the drier has passed through the oven, it 
can be returned to the machine for the next blow- 
ing. 

Fabrication of the Cast Drier—In every instance, 
a model of the core drier is required to form the 
mold for reproducing the drier. The original master 
model may be of wood, metal, plastic, plaster, or 
any other material which is reasonably dry and pro- 
vides satisfactory reproductive surfaces. 

Master molds made from the master model have 
been formed successfully from several kinds of ma- 
terial. The synthetic rubbers work well for molds 
requiring reliefs. This material will produce core 
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driers satisfactorily in quantity (50 driers), pro- 
vided that the usual handling and size limitations 
are recognized. A second mold material is a plastic 
casting resin. 

The casting resins usually are easier to use be- 
cause they require no structural reinforcement and 
eliminate the need to use and stock additional kinds 
of material. Plaster molds have a limited application. 
They are satisfactory when the model offers rela- 
tively gentle draws and only a few driers are to be 
produced. The handling and use of this material are 
generally well known throughout the industry and 
will not be discussed here in detail. 


for oven cure. Fig. 8—Dried sand cores leave 
dielectric oven supported by contoured plastic 
transfer driers. Fig. 9—Drier and sand core 


The technique of fabricating the synthetic rubber 
mold is shown in Fig. 2 through 5. After the mold 
has been made, use of a proper release agent is 
essential to prolong the life of the mold and to 
eliminate rejects. An especially selected semiperma- 
nent release agent followed by sprayed or brushed 
coats between castings are required. These same 
release agents can be employed to make molds from 
the master model for use with either plastic or 
synthetic rubber casting materials. 

The epoxy plastic compound developed to cast 
these driers represents the results of an extensive 
applied research program. Many combinations of 
fillers, resins, and catalysts were investigated. 

Predetermined amounts by weight of base resin 
and hardener are mixed and cast into the mold 
(previously gated and coated with release) and 
allowed to gel. After gelation (30-90 minutes de- 
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pending on volume of the casting), the casting is 
removed from the mold and cured in an oven. 
The ideal cure schedule requires elevating the 
oven temperature by steps to 250° F for | hour and 
then to 320°F for 1 hour. The casting may be 
cured in a plastic mold, but to prevent deterioration 
of the mold it must be removed from the rubber 
mold before the 250° F level is reached. Of course, 
many variations are possible in the fabrication of 
core driers, and instructions are available in tech- 
nical literature. Fig. 6 through 9 show production 
and use of a typical drier. 
Physical characteristics of the plastic include the 


following: 1. Pot life—% hour at 77°F. 2. Vis- 
cosity at 77° F—base, 490,000 cps; base and harden- 
er, 90,000 cps. 3. Pourability—good, bubble-free 
casting. 4. Heat distortion—122° C, 264 psi. 5. Hard- 
ness—95 Rockwell M scale. 6. Co-efficient of ther- 
mal expansion—30 x 10~-®. 7. Tensile strength— 
7800 psi. 8. Compressive strength—18,000 psi. 9. 
Compressive yield, 14,000 psi. 10. Flexural, 14,600 
psi. 11. Izod impact, 0.60. 12. Specific gravity, 2.07. 
13. Weight, 0.078 lb per cu in. 14. Shrinkage, 0.0025 
in. per in. 

Advantages of Cast Plastic Core Driers—The in- 
herent benefits of the recommended procedure for 
making molds and casting driers contribute substan- 
tially to the economics of the plastic core drier, par- 
ticularly in this instance. The same procedures that 
have been accepted practice in foundries for years 
are used to cast these driers. The difference is that 
plastic is used for the castings instead of metal and 
that a rubber or plastic is used for the molds in- 
stead of sand. Normally, one run through the rec- 
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ommended fabrication of a mold and casting equips 
a technician to proceed with any future job with- 
out undue difficulty. 

The cost of producing a core drier of the type 
shown in Fig. 9, on the basis of a total of 50, was 
$4.20. 

Cost of the master core drier pattern is not in- 
cluded in this tabulation. This core drier represents 
a typical example, but a larger drier would be cast 
at a slight increase in cost. The procedure, labor, 
and time cycle would be approximately the same; 
the added cost would, of course, be for additional 
materiai required for the larger drier. The mold 


cost can be further reduced if the mold is made 
from plastic instead of rubber. 

One of the greatest advantages of the cast drier 
is that it is ready for use without modification. 
For instance, there is no loss of time in preheating 
the drier, whereas metal driers often require pre- 
heating. Further insulation is not required since 
the plastic insulates itself to prevent arcing. 

Cast driers are dimensionally stable and exhibit 
excellent shelf life, regardless of the humidity and 
heat conditions of the storage facilities. They are 
very durable and stand up well under repeated 
use, even with the rough treatment normally asso- 
ciated with foundry handling. Also, weight of the 
plastic drier is considerably lower than that of a 
comparable metal drier, a factor which pays off 
in increased efficiency of coreroom personnel. 
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EFFECT OF GRAIN SIZE 


On Physical Properties of 
Synthetic Molding Sand 


Tests on silica sands with various average grain sizes but with 
clay and moisture held constant indicate that green permeability 
decreases with finer sands, green compressive strength remains 
constant, and dry compressive strength increases with finer sands 
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Ranta, and M. H. Raymond) in the foundry 

metal casting course at the University of IIli- 
nois and the writer decided to investigate some of 
the physical properties of molding sand. 

After much discussion, it was decided that the 
objective of our investigation would be to study 
and determine the effect of various grain sizes of 
silica sand on the green permeability, and green 
and dry compressive strengths of synthetic mold- 
ing sands when the clay and moisture in the sands 
are held constant. 

Seven different sizes of silica sand were obtained 
together with southern bentonite clay. The AFS 
fineness number of the seven silica sands ranged 
from 37.3 to 96.5 average grain sizes. In determin- 
ing the fineness numbers of these sands it was 
found that all had more than 75% of their de- 
posits on three adjacent screens. These data have 
been deleted from this work as our data showed 
that this information did not affect our results and 
was of general interest only. 

In most cases, five samples of sand having vari- 
ous moisture contents and 4 per cent of clay to- 
gether with 96 per cent silica sand were prepared 
in a sand muller, using the standard AFS method 
of procedure. The three students were responsible 
for performing all mixing and testing of the seven 
samples of molding sand during their spare time 
in this semester. They also were responsible for 
making the tables of results and the graphs. As 
the work proceeded it was found that they could 


ae three students (R. M. Hall, E. A. 
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not finish the special tests that were performed 
later to complete the work. The writer, therefore, 
performed the tests on the two special prepared 
sands and the two sands selected to be tested 
with 6 per cent southern bentonite. 

Moisture Control Difficult—The greatest diffi- 
culty in collecting the data was encountered in the 
attempt to keep the moisture contents constant 
from one series of tests to the next. Examina- 
tion of the test data shows that the maximum 
variation in moisture contents was 0.4 per cent 
throughout all of the tests. 

As the test data show, some of the moisture 
contents of the sands were on the dry side while 
others were approximately at optimum moisture 
contents. Still others were on the wet side of opti- 
mum. 

If one accepts the definition of the optimum 
moisture content of a molding sand to be that 
content which produces the maximum green per- 
meability together with the maximum green bond 
strength of a molding sand, and if there is a 
range of moisture content where the sum of both 
of these physical properties are at their maximum 
values, then the work showed some interesting re- 
sults. 

The tests show that the green permeability of 
molding sand increases as more moisture is added, 
beginning from the dry side, until a maximum 
value is reached, after which the permeability de- 
clines. (See Tables I to XI.) These results agree 
with the conception that each particle of clay 
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TABLE li—Silica Sand AFS Fineness 49 


Green 
Green Compressive Dry Compressive 
“ Moisture Permeability Strength, psi Strength, psi 
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*Too weak to test. 
Optimum moisture content 1.7-2.2 per cent 


TABLE IV—Silica Sand AFS Fineness 60.7 
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TABLE V—Silica Sand AFS F Fineness 64.9 
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TABLE ViI—Silica Sand AFS Fineness 82.7 GREEN COMPRESSIVE 
Green 

Green Compressive Dry Compressiv: 

ture ieee pated — psi Strength, psi 
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TABLE Viil—Silica Sand AFS Fineness 96.5 


Green 
Green Compressive Dry Compressive 
% Moisture Permeability Strength, psi Strength, psi 
1.0 31 2.0 1.5 
1.4 49 7.8 10.6 
1.8 68 10.2 38.3 
2.2 73 8.9 61.2 
3.5 65 5.0 136.0 
Optimum moisture content 1,.8-2.2 per cent 


TABLE Vili—Special Two-Grain Size Silica Sand 
AFS Fineness 40.6 


Green 


Green Compressive Dry Compressive 
% Moisture Permeability Strength, psi Strength, psi 
1. 300 4.5 4.3 
1.5 400 10.1 14.0 
2.0 425 8.7 27.5 
2.3 405 6.5 40.5 
3.4 350 3.9 72.0 
Optimum moisture content 1.5-2.3 per cent 


TABLE 1X—Special Two-Grain Size Silica Sand 
Fineness 71.1 


Green 
Gree Compressive Dry Compressive 
% Moistuge Permeability Strength, psi Strength, psi 
1.5 95 9.8 14.1 
1.9 109 10.3 31.3 
2.5 109 7.4 59.1 


Optimum moisture content 1.9-2.5 per cent 


TABLE X—Silica Sand AFS Fineness 60.7, 6 Per 


Cent Clay 
Green 
Green Compressive Dry Compressive 
% Moisture Permeability Strength, psi Strength, psi 

8 74.5 17.5 * 
2.0 108 18.1 28.0 
2.2 115 18.7 36.0 
2.4 123 17.7 45.8 
2.6 135 16.0 59.0 
3.0 142 12.4 70.1 
3.4 136 11.5 78.6 
4.9 117 7.8 145 


Optimum moisture content 2.6-3.0 per cent 


TABLE Xi—Silica Sand AFS Fineness 82.7, 6 Per 


Cent Clay 
Green 
Green Compressive Dry Comoressive 
% Moisture Permeability Strength, psi Strength, psi 
1.8 47 14.9 14.0 
2.0 56 17.7 22.0 
2.2 71 18.1 40.5 
2.5 80 16.4 52.3 
2.7 83 15.5 59.6 
3.0 84 13.3 68.3 
3.6 78 10.0 89.6 
4.3 75 8.9 139.0 


Optimum moisture content 2.7-3.0 per cent 


is somewhat analogous to the leaves of a_ book. 
As moisture is added to dry clay, it goes in be- 
tween these leaves, causing them to swell. This 
swelling action of the clay bond continues until 
the clay cannot hold any more moisture within 
itself and becomes plastic. Further additions of 
moisture after this plastic state is reached go in 
between the grains or voids of the sand, thus re- 
ducing the permeability. 

The results also show that the finer the base 
silica sand, the less the green permeability of the 
molding sand. 

The above concept is also said to explain the 
green bond strength of molding sand. In fact, if 
a bonding substance does not have the property 
of swelling, no appreciable amount of green bond 
strength can occur in a molding sand, at least 
not enough to be able to produce molds. 

Strength Remains Constant—Further examina- 
tion of the results shows that the green bond com- 
pressive strength of molding sands remains prac- 
tically constant in the optimum range regardless 
of the grain size or distribution of the silica sand. 
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That is, a fine-grain-size silica sand does not pro- 
duce greater green bond strength in a molding 
sand, if the optimum moisture range, clay, and 
ramming force are held constant. The maximum 
variation was approximately 0.6 psi with the finer 
sands. 

It is true that small-grain-size molding sands 
pack together tighter under a given force than do 
larger grain sizes; one might reason, therefore, that 
a molding sand of fine-grain-size would be stronger 
in green bond strength than a coarser sand. This 
reasoning does not take into account the important 
fact that there is more surface area for a bond- 
ing material to cover in the case of fine-grain silica 
sands. 

Consequently, although those sands might pack 
together more closely, thus reducing the perme- 
ability, they will not necessarily be stronger, be- 
cause the clay has more surface area to bind. In 
our test data these two factors seem to balance 
each other so that the green bond strength of 
various grain size silica sands remains practically 
constant if the ramming force, percentage of mois- 
ture, and clay bond are held constant. 

To further substantiate these results, two special 
silica sands—a 40 AFS fineness and a 70 AFS fine- 
ness—were prepared. In both these special sands 
were two grain size silica sands. Most of the 
deposit was on one screen and the remainder on 
the other screen. This circumstance accounts for 
the fact that the 70-mesh special silica sand has 
only three points on the graph instead of five. As 
can be seen, the results checked the preceding data 
and show that distribution of the grains does not 
have any appreciable effect on the results (see 
Table VIII and IX). 

In addition to these two special prepared silica 
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sands, it was decided to try a different percentage 
of clay. Two sands were prepared as before with 
6 per cent clay and various moisture contents. 
This time eight different moisture contents were 
used in order to have more points and to establish 
a truer curve. 

Again, the results show that although the green 
strength increased as expected, the strengths were 
approximately the same for 6 per cent clay in the 
optimum range of 2.4 to 2.7 per cent moisture (see 
Tables X and XI). The green permeability of 
these two sands, however, was not reduced con- 
sistently by the addition of 2 per cent more clay. 
The 60.7 AFS fineness sand declined 11.2 per cent 
in green permeability at optimum range while the 
82.7 AFS fineness sand dropped only 6.7 per cent. 
The test results do show, however, that the addi- 
tion of more clay to a molding sand reduces the 
permeability of the sand. 

Moisture Additions—Examination of the dry 
compression strength test data shows that as 
the moisture is added to molding sand in the form 
of temper moisture it increases the dry strength 
of the molding sand. This is according to the so- 
called “wedge theory” of molding sand. This 
theory states that as temper moisture is added 
to molding sands, small wedges are formed in the 
clay bond and at the grain boundaries of silica 
sand. The more moisture of temper added, the 
greater the number of wedges formed. 

When this moisture is driven off at approxi- 
mately 220-230° F, as is done in the dry compres- 
sion strength test, these wedges remain in the 
molding sand. They act to prevent slippage at the 
grain boundaries of the silica sand grains and 
throughout the clay particles under static loads. 
Thus, the more moisture added to molding sand, 
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the greater the dry strength of the sand becomes. 

It would be difficult to choose very high mois- 
ture contents to determine if there is a maximum 
moisture content where the dry strength declines. 
At high moisture contents the clay bond would 
tend to stick to the plows, side walls, and wheels 
of the muller, thereby reducing the amount of clay 
in the molding sand and also the dry strength. 
So, within the limits of good mixing procedure, 
no reduction in dry strength was noted. In fact, 
the dry compressive strength of each sand tested 
increased almost as a straight-line function of the 
moisture added. 

The test results show that as the grain size of 
the silica sand is reduced in size, the dry com- 
pressive strength at 3.6 to 3.8 per cent moisture 
increased as the silica sand became finer. The 
lowest dry compressive strength occurred where 
37.3 mesh size was used, while the highest occurred 
when 96.5 grain size was used. 

Perhaps the most interesting fact that this 
work demonstrated was that the various grain 
sizes of silica sands used did not, as expected, 
increase the green bond strength of the sand to 
any appreciable amount in the so-called optimum 
moisture content range of the sands tested. In 
addition, the results of the two specially prepared 
silica sands substantiated these test data and 
showed that distribution of the grains of silica 
sand has no effect on the ability of the clay bond 
to produce green strength. Also, that when larger 
amounts of clay are used, the green bond increases 
in the optimum moisture range, but the green 
bond was the same in this range for the two 
different grain sizes of the base silica sands tested. 





@ An extra copy of this article is available until 
has been exhausted. Check Reader’s Service Card, Page 51. 
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The final article in this series discusses depth of sand penetra- 
tion by molten metal and concludes with a look at steel casting 
surface finish in relation to new molding materials and techniques 


By DAVID V. ATTERTON 


Foundry Services Ltd. 
Birmingham, England 


EPTH of molten metal penetration through sand 

pores controls the amount of burnt-on sand that 

has to be cleaned from a casting. It may be 
assumed that molten metal will flow into facing 
sand until the tip of the advancing probe solidifies— 
that is, to a depth where sand temperature is ap- 
proximately equal to the solidification point of the 
metal. In other words, the limit of penetration is 
defined by the location in the sand of the isothermal 
corresponding to the solidification temperature of 
the metal. Location of this isothermal is determined 
entirely by thermal factors such as thermal dif- 
fusivity of the sand and temperature of the metal- 
mold interface. 

As mentioned earlier, temperatures at the metal- 
mold interface have been measured!! and give 
values in line with theoretical expectations. No 
direct determinations have been made of the thermal 
diffusivity of molding sands, but, if it is assumed 
that the density and specific heat of molding sands 
do not vary appreciably from their room temper- 
ature values, values of diffusivity may be obtained 
from thermal conductivity measurements. 

Thermal Conductivity—The author?? measured 
the thermal conductivities of various compacted 
sands up to temperatures of 2910° F, and a typical 
series of results is illustrated in Fig. 24. The values 
obtained show good agreement with those of other 
workers?*:?* who previously had made determina- 
tions up to temperatures of 2280° F. The results 
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show that the apparent thermal conductivity of 
compacted silica sand increases with increase of 
sand grain size and markedly increases with in- 
crease of temperature above about 1110-1290° F. 
This latter increase is caused by heat transfer within 
the sand by radiation through the grains, silica 
being transparent to infrared, and by radiation 
from grain to grain across the pores. 

Using these values of thermal conductivity it is 
possible to obtain by a comparatively simple math- 
ematical treatment® an indication of how physical 
conditions of sand and metal influence the depth 
of metal penetration. For example, it may be 
shown how in agreement with experimental work, 
the depth of penetration increases with sand grain 
size. In addition, since both air permeability and 
sintering point increase with sand grain size, the 
often observed correlation between the depth of 
penetration and these properties is explained readily. 
The frequently observed increase of depth of pene- 
tration with superheat of the metal may also be 
explained readily. 

It is very encouraging that the depths of penetra- 
tion calculated by use of mathematics are in good 
agreement with those observed in practice and those 
measured experimentally by other workers. The 
extensive work of Beeley and Protheroe® fits in very 
well with these theoretical calculations. Thus Fig. 
25 shows their results for the variation of depth of 
penetration with casting temperature for a small- 
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section casting which explain the slight penetration 
observed. 

Bearing in mind that coarse sand has a con- 
ductivity greater than twice that of finer sand, it is 
interesting to observe that penetration does not 
commence with the coarse sand until a substantially 
higher temperature. With the coarse sand, chill- 
ing of the metal at the interface occurs much more 
readily without remelting, but, when remelting does 
take place, a greater depth of sand will have been 
heated to above the melting point so that greater 
depths of penetration will occur. It may be seen 
that this was observed experimentally. 

Secondary Penetration—When penetration has 
taken place on the attainment of the penetrating 
pressure, the sand still continues to heat up in 
depth, particularly since the penetrated sand has 
a much higher thermal conductivity. Where thermal 
conditions are severe, as in cores and re-entrant 
portions of molds, it is conceivable that remelting 
of the metal in the penetrated sand occurs, and 
further or secondary’ penetration occurs. The rate 
of this secondary penetration is slow and depends 
on the rate of advancement of the solidification 
point isothermal. 

New Materials and Techniques—During the last 
decade, the foundry industry has experienced a 
large influx of new molding materials and tech- 
niques. Consequently, the foundryman today is 
confronted with a wide range of methods for pro- 
ducing both molds and cores. Consideration is 
given in this section to the surface finish produced 


by these new techniques and by the older and 
well established methods. 

Investment Molding—For small castings of a few 
pounds and less, there is little to compete with 
the high surface finish and dimensional accuracy 


of the investment casting process. This process 
can produce a surface finish directly comparable 
to that produced by a metal die. Where the high 
costs of the process can be justified, it is finding 
increasing application for castings of intricate shape 
and close dimensional tolerances produced in alloys 
difficult to machine. 

For plain carbon and alloy steels, it generally is 
considered essential to use a duplex investment in 
which the pattern is covered by a primary coat- 
ing of a fine refractory material which then is 
allowed to dry and afterward is backed up by a 
coarser investment mixture. Composition of the 
refractory in the primary coating is of considerable 
importance since many refractories, like silica and 
zircon, can react with high-alloy steels containing 
reactive elements such as titanium. 

Perhaps the most widely used materials for pri- 
mary coatings are those based on alumina and 
magnesia of very fine grading, all through 100 
mesh with a substantial proportion less than 300 
mesh. Investment molds with these very fine fac- 
ings produce extremely smooth surface, and inter- 
granular penetration virtually never occurs although 
other surface defects, such as scabs, rippling, etc., 
do occur. 

Shell Molding—For castings up to approximately 
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50 Ib, the shell molding process is widely used for 
the production of smooth-surfaced and dimension- 
ally accurate castings and has made moderate in- 
roads into the green sand field. The fine surface 
finish obtainable is due primarily to the use of sands 
of fineness on the order of 150. 

In addition, the high content of volatile resin in 
the mold must counteract the metallostatic pres- 
sure on casting and therefore reduce the danger of 
penetration. It is essential, however, to obtain good 
compaction of the shell mold; otherwise, the use of 
the fine sand can be nullified, and burn-on can 
occur. Drop heights for the sand resin mix of at 
least 12 in. generally are recommended but a height 
of 24 in. with a 4-in. minimum depth of mix over 
the pattern face recently was recommended by 
Braybrook and Waters. Even with these drop 
heights, it must be emphasized that the degree of 
compaction of shell molds is low compared with 
that of green sand molding. 

The shell molding process frequently results in 
a poor surface finish in low-carbon steels. A typical 
example of the surface finish, aptly described as 
“orange-peel,” is shown in Fig. 26. It has been 
suggested that this surface is the result of mold 
breakdowns causing gross penetration, as often is 
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Fig. 24—Variation in thermal conductivity 
of sands at different temperatures. Sand 
A is an AFS 93 sand; Sand B is AFS 35 





found in manganese steel castings. 

This possibility is most unlikely, however, since 
the orange-peel area on shell-molded castings con- 
sists entirely of craters, not of raised areas. Evidence 
to date suggests that the defect is due to a metal- 
mold reaction, possibly resulting from the intimate 
contact of the resin at the mold surface with oxides 
on the metal surface, thereby leading to the violent 
evolution of carbon monoxide. 

With alloy steels, shell molding invariably re- 
sults in a surface finish superior to that obtained 
with green sand; in addition, the pitted type of sur- 
face known as “measles” that occurs in high- 
chromium steels cast into green sand is absent?®. 

Green Sand Molding—Within recent years, there 
has been a marked tendency to produce castings of 
greater weight and section thickness in green sand. 
This trend is a natural consequence of the extensive 
research carried out with synthetic sand mixes and 
is, of course, of considerable appeal to the foundry- 
man since green sand molding is less expensive 
than dry sand molding and also leads to faster 
production. Briggs?’ has described the experience 
of American foundries which have made up to 38 
tons and up to 36-in. section thickness in green 
sand. The maximum section thickness probably is 
the limiting factor. The very heavy castings of 
over 25 tons produced in green sand generally were 
frame castings of moderate sections—less than 10 
in. 

The use of a unit sand for green sand castings 
is not uncommon; the molds generally are torched 
so that a skin approximately | in. thick is dried. 
Alternatively, the mold is allowed to air dry or, 
for thin sections, is poured green. When the mold 
is torched, water-based refractory dressings of zircon 
or silica can be employed; in certain foundries in 


Great Britain and Europe, proprietary inflammable 
mold dressings based on zircon are used for green 
sand molds which, apart from improving surface 
finish, skin-dry the sand on ignition. Inflammiable 
dressings based on silica are not recommended 
since dangerous dust clouds may be produced on 
spraying the mold. Alternatively, and as a general 
rule for heavy-section castings, a facing sand with 
a permeability of less than 100 is used, these low 
permeabilities frequently being achieved by the 
incorporation of fine flours into the sand. The 
backing generally is system sand of low clay con- 
tent and of permeability in the region of 200. 

From the point of view of surface finish, the use 
of a facing sand with 10 to 15 per cent silica flour 
or other fine refractory filler is preferable. The 
casting surface generally can not be distinguished 
from that obtained in dry sand practice. Since 
such facing sands of necessity are of high green 
strength and generally poor flowability, every effort 
must be made to ensure good compaction of the 
sand. For this reason, certain foundries employ a 
unit sand which can be compacted to a much better 
degree by the use of a sandslinger. 

High-Pressure Molding—A recent development 
that should expand the use of green sand molding 
for high-quality castings is high-pressure molding. 
This process consists essentially of producing a 
dense, firm mold by squeezing a highly flowable, 
fine sand under a substantial pressure around the 
pattern; its immediate advantages are the produc- 
tion of a fine finish and close dimensional ac- 
curacy, particularly on small, intricate castings. The 
molding sand, located between the pattern and a 
flexible diaphragm which follows approximately the 
contour of the pattern, is squeezed to a very high 
density by the application of air pressure to the 


Fig. 25—Variation of depth of penetration with casting temperature 
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upper surface of the diaphragm. The process re- 
quires the use of special sand mixes. They gener- 
ally are fine sands, and most have low moisture con- 
tents to insure good flowability and high green 
strength. 

Rapid-Hardening Oils—Another recent advance 
in mold and core production has been the develop- 
ment of cold setting and rapid-hardening oils. These 
oils, generally of the linseed type, contain metallic 
driers such as cobalt and lead naphthanate to ac- 
celerate oxidation and polymerization. The harden- 
ing rate can be increased even further by adding 
accelerating agents such as organic and inorganic 
peroxides. 

Sands bonded with such oils harden in the core- 
box or around the pattern and thus reduce distortion 
and the need for irons or strengtheners. In addi- 
tion, these sands of very high flowability pack well 
to form a dense mold surface and result in a good 
casting finish. Certain foundries have utilized such 
sands as facings for mold manufacture with a clay- 


bonded backing. 

CO, Process—The carbon dioxide process is being 
employed to an increasing extent for the production 
of both mold and cores for steel castings. The sur- 
face finish of steel castings produced by the process 
is, in many ways, the converse of that obtained 
with green and dry sand practice. On sections less 
than 1 in. thick, the surface finish generally is 
not good, but with increasing casting section, the 
finish improves noticeably. ‘This behavior ap- 
pears to be due primarily to the formation of an 
Na2O:FeO:SiO» glass or slag at the metal-mold in- 
terface so that sealing of the pores between the sand 
grain occurs*®, The extent of slag formation would 
increase with casting thickness, and the process is 
directly comparable to the use of heavy slag coatings 
on the mold surface, as described earlier in these 
articles. For casting of heavy section, the incorpora- 
tion of fine fillers into the CO. sand is practiced 
by many foundries. 

Chamotte Molding — The demand for heavier 
and heavier steel castings has seen an increasing use 
of “Compo” or chamotte molding.?® This tech- 
nique illustrates in many ways the ideal type of mold 
coating. The very coarse chamotte or compo is 
rammed up around the pattern, and after the pat- 
tern has been withdrawn, the exposed mold surfaces 
have a very open texture. 

A chamotte paint then is applied to the surface, 
by both hand and trowel, and is sleeked into the 
pores between the large compo grains. A fine, alu- 
mina-based coating usually is brushed onto this 
sleeked surface. Although this technique is labori- 
ous, it does achieve a penetration of the coating into 
the pores of the mold surface and presents a surface 
virtually impermeable to molten metal. 

It will be appreciated from the article that much 
more work needs to be carried out before a satis- 
factory solution to the problem of metal penetration 
and burn-on is obtained. It is hoped, however, that 
by highlighting the factors that encourage metal 
penetration, these articles will assist in reducing 
incidence of the problem in foundries. 
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Fig. 26—Example of “orange peel” defect often 
found on shell molded, low-carbon steel castings 
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Questions and Answers 


Limitations on dimensional tolerances usually are based on 
agreement by parties concerned . . . Methods for producing 
small casting . . . Molds for glassware . . . Chunky casting 
causes trouble . . . Breaking cast scrap 


Tolerances Set by Agreement 


We operate a gray iron foundry pro- 
ducing drainage castings which frequent- 
ly are of new design. The question of 
what constitutes a reasonable tolerance 
for gray iron continually is arising. We 
wonder if you know of any acceptable 
table which might be in use. We have 
noted the table presented on page 115 
of the April, 1957, issue, but wonder if 
something more specific might be avail- 
able insofar as acceptability is concerned. 


SINCE a number of factors are 
involved, dimensional tolerances for 
castings usually are determined by 
agreement between the purchaser 
and the foundry. This best is ex- 
plained by the following excerpt 
from the recently issued Gray Iron 
Castings Handbook published by the 
Gray Iron Founders’ Society, Cleve- 
land: 

“Due to the importance of the 
individual design and the fact that 
many of the foundry process details 
are selected with consideration for 
the characteristics of each pattern, 
the casting requirements such as sur- 
face smoothness, dimensional toler- 
ances, or machining allowances can- 
not be stated in a general specifica- 
tion. These requirements are usual- 
ly established on a most satisfactory 
basis by personal liaison with the 
foundry. 

“Ordinarily the variation in cast- 
ing dimensions can be held to with- 
in a half of the patternmakers’ 
shrinkage allowance, which on a 
simple 12-inch casting dimension 
would be a tolerance of plus or 
minus 1/16 in. Closer tolerances 
than this often are obtained on 
repetitive production where correc- 
tive adjustments can be made. For 
such castings a tolerance of plus 
or minus 1/32 in. in an 8 to 12 
inch dimension may be considered 
normal. With some of the new 
molding processes tolerances as close 
as 0.003 to 0.005 inch have been 
maintained, but to speak of a tol- 
erance of three-thousandths of an 
inch is not correct, because toler- 
ances do not vary proportionally 
with the casting. 
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“Dimensions within one half of 
the mold are generally more ac- 
curate than those across the part- 
ing plane or related to a cored sur- 
face. Dimensional tolerances are 
affected directly by the type of pat- 
tern equipment that is used; par- 
ticularly when machine molding or 
coremaking methods are employed. 
Metal patterns and coreboxes that 
are machined to size will often pro- 
vide closer tolerances than will cast- 
to-size metal patterns or wooden pat- 
terns”. 

The above comment appears par- 
ticularly applicable to new designs 
in castings with which you are fa- 
miliar. You know or should know 
what tolerance limits you can meet 
without difficulty in what may be 
called standard or commonly used 
designs. Comparison of a new de- 
sign with a standard design should 
indicate whether proposed or re- 
quested dimensional tolerances or 
other features can be met. If they 
cannot, then the matter should be 
discussed with the designer, point- 
ing out the reason or reasons, and 
obtaining permission for broader 
limits or a change in design. Of 
course, the best procedure is to con- 
sult with the designer before he 
is too far along with his design. 


Production of Small Castings 


We are located in Mexico, and have a 
request for large quantities of the small 
casting we are forwarding for your en- 
lightenment. We wound like to know if 
we can obtain a metallic mold for pro- 
duction of this particular casting. 


CASTING submitted for consid- 
eration is the metallic accessory for 
a child’s, or more specifically young 
girl’s, game known as jackstones, 
or commonly as jacks. This particu- 
lar casting is made of gray iron, 
and we doubt that it is made by 
other than the green sand casting 
method. 

Although the shape of the casting 
is such that it would be ideal for 
production by the permanent mold 


process, the thin sections involved 
would cause difficulty in filling the 
cavities. The thin sections also 
would result in castings with a 
white fracture which would neces- 
sitate an annealing operation or 
graphitizing heat treatment to over- 
come the inherent brittleness of 
white cast iron. That operation 
would add to the cost, and prob- 
ably make it unprofitable. 

Possibly your reference to metal- 
lic molds pertains to production of 
the jackstones by the pressure die- 
casting process. They are made that 
way, using zinc-base alloy. Such 
castings will be slightly lighter in 
weight than their cast iron counter- 
parts, but we doubt that the users 
would notice the difference. 


Produces Molds for Glassware 


One of our larger accounts is a glass 
company for whom we make bottle molds 
in a variety of shapes and sizes. Present 
practice is to make the molds in halves, 
using a cast iron chill to form the cavity. 
Castings then are milled on the face, 
machined outside, the design of the bot- 
tle outlined by a duplicator machine, 
and finished by hand scraping and _pol- 
ishing. Our customer is interested in 
having the castings cast to finish size in- 
corporating design, lettering, etc., and leav- 
ing a minimum of scraping and polishing. 
Do you know whether foundries in the 
U. S. are doing this successfully? Could 
this be done by using the CO, process 
for molds and cores? 


YOUR practice of making glass 
molds wherein the operating face 
is cast against a metal chill is the 
common method when the usual 
alloy gray irons are employed. In- 
vestigation some years ago indicated 
that while the sand-cast material 
possessed good heat resisting prop- 
erties, the slow cooling rate re- 
sulted in formation of large graphite 
flakes which prevented development 
of the satisfactory polish on the 
mold face required for smooth-sur- 
faced glassware. If the composition 
is changed so that finer graphite 
is precipitated in sand casting, then 
the service life is not nearly as 
good. Similarly, if a white skin re- 
sults in the chill casting method, 
the life of the mold decreases con- 
siderably. 

While we do not have any defi- 
nite knowledge of glass molds being 
“cast-to-size,” it should be possible. 
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Essentially the practice requires ac- 
curate patterns and close control 
of sand, molding, pouring tempera- 
ture, etc. 

Use of the CO, process for cast- 
to-size operations appears to have 
good possibilities, particularly if the 
hardening of the mold or mold sur- 
face is accomplished before the pat- 
tern is removed or the core re- 
moved from the corebox. That 
practice provides rigid sand forma- 
tions. Like any other molding pro- 
cedure, however, all the details 
must be developed by investigation, 
and then followed exactly each time. 
Instead of using a metal chill to 
form the face of the casting, you 
might try silicon carbide sand, 
which has a much higher rate of 
heat abstraction than silica sand al- 
though somewhat less than that for 
cast iron. 


Gating for a Chunky Casting 


We are having trouble with shrinkage 
in a casting 14 in. in diam and 12 in. 
long. We have gated on the side with 
a 6-in.-diam riser off the top. Also gated 
on the side with a 3-in. square gate com- 
bined with a riser 4 in. in diam. Each 
of the castings contained shrink holes 
and we would like advice on overcom- 
ing the trouble. 


GATING of chunky castings to 
secure dense solid products always 
is a problem, but we believe the 
procedure indicated in the accom- 
panying sketch will prove satisfac- 
tory. This method of gating and 
risering was described by Winte 
and Barlow in the August, 1945, is- 
sue of Founpry. It employs a 
downsprue supplying molten metal 
to a substantial blind riser through 
a runner attached tangentially. The 
riser supplies metal to the casting 
through a short gate which, as in- 
dicated, should not be over | in. 
long. 

Dimensions of the system for the 
particular casting are taken from 
the article and should be followed 
as closely as possible to insure proper 
functioning. The blind riser is 5 
in. in diam with a slight taper for 
ease of removal of the riser plug 
during molding. It extends 4 in. 
minimum above the highest part of 
the casting, and 33/4 in. below the 
parting line. Runner connecting 
the downsprue, about 11% in. in 


March 1958 


diam, is of trapezoidal form. Gate 
from the riser to the casting may 
be 11% to 2 in. square or 13% to 
214 in. in diam. It should be as 


short as possible, but not over | in. 
long. 

Two other possible gating meth- 
ods for this cylindrical casting in- 
clude use of pencil or pop gates and 
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Suggested method for gating 


the Connor gate, sometimes referred 
to as the kiss gate. In both pro- 
cedures the casting would be molded 
in the vertical position. For pencil 
or pop gates we suggest making a 
basin in the cope about 2 in. wide 
extending the full depth and a 
couple of inches wider than the 
face of the casting. Bottom of the 
basin is closed with a slab core 
about 34 in. thick; it contains ten 
holes 5/16 in. in diam spaced | 
in. apart along the centerline, with 
the first hole 1 in. from the edge 
of the casting cavity. 

For the Connor or kiss gate we 
suggest use of two feeders spaced 
about 120 degrees apart which are 
supplied with molten metal from 
a single sprue. The feeders should 
overhang the edge of the casting 
cavity preferably 1/16 in., but not 
over 14% in., and should be about 


4 in. across the front edge. The 
feeders are in the cope and extend 
down to the joint line, of course. 
We believe the cope should be 6 
in. deep, and that the remaining 
dimension of the feeder should be 
6 in. That will provide two feeders 
4x 6x6 in. Possibly by experi- 
menting you could reduce the size 


of the feeders. 


Wants To Break Cast Scrap 


Please advise us where we might pur- 
chase a machine to be used for breaking 
cast iron scrap. If there is no such 
commercial machine, has your magazine 
ever published an article containing draw- 
ings and description of such a machine? 
We realize that it would be an easy matter 
to plan such a machine using a dro 
ball and some some sort of drive whic 
would carry the ball high enough and 
then trip. Any suggestions will be ap- 
preciated. 


SO FAR as we know there is 
no commercial machine in the mar- 
ket for breaking cast iron scrap. 
Usual practice is to employ a drop 
ball, or skull cracker as it commonly 
is termed. The balls vary in weight 
from 2 to as much as 20 tons and 
may be spherical or pear-shaped. 
They are elevated and released by 
various means. 

Choice of ball weight will depend 
upon the size, shape and cross sec- 
tion of the scrap to be broken and 
the height to which the ball may 
be raised. A 4-ton ball dropped 
from a height of 50 ft will deliver 
an impact of 400,000 ft lb, but if 
the available height is only 25 ft, 
a ball weighing 8 tons would be 
needed to deliver the same impact. 

Simplest method of handling the 
ball is with an electromagnet and 
suitable crane facilities in either a 
permanent installation spanning the 
stockyard or a crawler type with a 
sufficiently long boom. If such 
equipment is available only for mov- 
ing the scrap in and out of the 
breaking area, a suitable head- 
frame can be constructed, and the 
ball elevated by a _ power-driven 
winch equipped with a clutch. The 
cable should be attached perma- 
nently to the ball. 

The ball is dropped by releasing 
the clutch and permitting the cable 
to unwind rapidly from the winch 
drum. It should not be too dif- 
ficult to develop a mechanical trip 
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which is operated by the cable when 
the ball reaches the top of the sup- 
porting headframe. The trip can be 
arranged to sound an alarm or bet- 
ter yet, devised so that the brake 
will be applied and the clutch 
thrown out. 

Scrap breaking should be con- 
ducted in a well protected area to 
prevent injury from flying pieces of 
metal. The area should be large 
enough to enclose the largest pieces 
of scrap as well as to permit free 
access. A common enclosure material 
is railroad ties placed on end sur- 
mounted with wire screening of 
about l-inch mesh. Heavy boiler 
plate or reinforced concrete also 
may be used for the lower section of 
the enclosure. 


How To Eliminate Slag Wool 


We are troubled by the flying rock 
wool which blows out of the slaghole in 
our cupola. Can you tell us if there is 
any way to stop that material from form- 
ing by use of additives to the cupola mix? 


FORMATION of the slag or rock 
wool is caused by escape of the 
cupola blast at the top of the slag- 
hole when the slag level in the 
cupola drops sufficiently to permit 
that condition. Enlargement of the 
slaghole which allows the slag to 
flow out without completely cover- 
ing the hole is one cause. Another 
is placement of the slaghole too 
‘close to the bottoms of the tuyeres. 
Indications are that when it is lo- 
cated about 5 in. below the tuyeres 
less trouble from wooling is en- 
countered. 

If your cupola is operated or 
tapped continuously, the wooling 
problem can be eliminated by in- 
stallation of either a front-slagging 
spout or a rear-slagging siphon ar- 
rangement. Details of both are de- 
scribed ia The Cupola and Its Op- 
eration. Sometimes a hinged iron 
cover over the slaghole is used to 
prevent slag wool from flying 
around the foundry. Another pre- 
ventive is installation of an exhaust 
system. Descriptions of these two 
controls also are given in the pre- 
viously mentioned book. 


Protects Against Penetration 


Using a 45 to 53 AFS grain fineness 
sand, what is the maximum percentage 
of silica flour you would recommend in 
a mold facing for a steel anvil casting 
with a pouring weight of about 50 tons? 
Also what would be the proper drying 
time for such a mold, using a_ portable 
gas dryer? 


PRESUMABLY your interest in 
using a maximum amount of silica 
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flour in the facing is to prevent 
penetration. In that case 30 to 40 
per cent silica flour will give the 
densest compact which is most re- 
sistant to penetration. Such dense 
sands are subject to expansion de- 
fects, expansion scabs and veining, 
however, and should be employed 
only where necessary, especially in 
drag pockets. We would recom- 
mend that a normal, less dense 
sand be used in the cope. 

It hardly is possible to supply 
information on exact drying times 
for portable dryers since they will 
vary not only with individual 
dryers, but also with individual 
molds. We would guess that at 
least 12 hours drying time would 
be required. The dense 30 to 40 
per cent silica flour sands have 
practically zero permeability and 
must be dried thoroughly. For a 
casting as large as that mentioned, 
the sand should be dry to a depth 
of at least 8 in. back from the 
sand-metal interface. Additionally, 
if there is any question of the cast- 
ing straining, the sand should be 
dried to a greater depth. 


Has Trouble with Gassy Metal 


Under separate cover we are sending 
you a section cut from a cored bushing 
that was cast from 77-8-15. As you 
readily can see, there exists a severe 
gas condition. However, we are un- 
decided as to the exact cause of this 
condition—that is, whether it is a core, 
sand or metal condition. We have had 
less difficulty with low-lead-content bush- 
ings except for one bushing just lately 
cast of 83-7-7-3. We realize that this 
is a very sketchy picture we are present- 
ing, but is there anything you can tell 
us as to why we should have trouble 
with cored castings of this type, but do 
not have trouble with solids cast from 
the same materials? Also, in making 
bronze bushings up to 12 in. diam and 
13 in. long of 85-5-5-5, 80-10-10, 88-10-2, 
83-7-7-3, and 77-8-15, what would be 
considered the best molding sand to use? 
Also what would be a good core mix- 
ture? Pouring temperature? Deoxidizer? 
What about lithium as a degasifier? 


YOUR severe gas condition ap- 
pears to us to be a combination of 
metal and core trouble. It also 
looks as though you have some 
shrinkage difficulty, but possibly 
that may result from the high gas 
content. 

As you know, gassy metal usually 
is caused by melting conditions 
which result in a reducing atmos- 
phere in the furnace, but it also may 
result from oily borings and turn- 
ings in the charge. Adjustment of 
the furnace burners to permit a 
slightly oxidizing atmosphere within 
the furnace is desirable. 

Proper furnace atmosphere is ob- 


tained best by use of gas analysis 
apparatus, but a rule-of-thumb prac- 
tice which is reported to be indica- 
tive is to thrust a piece of clean, 
cold zinc in the burner flame at 
the point of entry to the furnace. 
If soot is deposited on the zinc, it 
indicates reducing conditions due to 
incomplete combustion. If the zinc 
remains clean, the furnace atmos- 
phere is neutral or possibly slight- 
ly oxidizing. If a yellowish deposit 
appears, conditions are quite oxidiz- 
ing. 

The cored hole shows larger gas 
holes in one continuous area along 
the length. They may result from 
the bushing being poured in the 
horizontal position or from an un- 
evenly baked core. You do not men- 
tion whether the cores are vented. 
They should be to help gases to 
escape. It is just as important to 
provide the core vent a clear pas- 
sage to the outside atmosphere. Un- 
even baking of the core may be due 
to lack of perforations in the core 
drier or to insufficient baking that 
prevented the bottom from being 
baked as well as the top. 

It seems rather odd that you 
should have difficulty with cored 
bushings and not with solid sticks— 
that is, considering only gassy met- 
al. Possibly the answer lies in the 
fact that melting conditions are not 
the same in both cases. 

To provide suitable sands and 
core mixtures will require some ex- 
perimental work. Molding sand usu- 
ally is a compromise between fine- 
ness and lack of permeability. The 
finer the sand the smoother the sur- 
face, but decreasing permeability in- 
creases tendency toward blows. Per- 
haps a sand of around 100 AFS 
grain fineness and good distribution 
will serve. Core sand should not 
be too fine. With the large number 
of binders available, it should not 
be difficult to work out a satisfactory 
mixture employing the least binder. 

Pouring temperatures for the vari- 
ous alloys mentioned appear to fall 
in the same range of 1900 to 2250° 
F, but you will have to determine 
experimentally the most suitable 
range for each particular section 
size, and then see that the pourers 
keep within the established range. 
Deoxidizer usually employed for the 
alloys is phosphor-copper, from 2 
to 4 oz of 15 per cent type per 
100 Ib metal. Information indicates 
that lithium functions effectively as 
a degasifier. For best results the 
manufacturer’s directions should be 
followed carefully. Other agents for 
the purpose include copper oxide, 
copper boride, lead oxide, dry nitro- 
gen injection, and vacuum degas- 
sing. 
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FOUNDRYGIANT CONVEYOR BELT 


cA® 
Tramp Iron can’t go ona # mA 
on this belt! 


Hot foundry sand loaded with jagged pieces of tramp 
iron is a murderous combination for a conveyor belt. 

That’s why this leading Southern foundry uses 
U.S. FoundryGiant RipStop Conveyor Belts. These 
special heat-resistant belts have rip-stopping wire ribs 
imbedded in the carcass across the belt at 3’ intervals 
to prevent the jagged pieces of metal flash, sprues, gates, 
geigers, etc., from going on a tear and wrecking the 
belt. Where previous belts lasted only 2 or 3 months, 
the “U. S.” belts are lasting 8 times as long! 

Two FoundryGiant cotton-nylon belts convey the 
tramp-infested hot sand from both the shakeout and 
sand-slinging unit to storage bins. These thinner belts, 


Mechanical Goods Division 


made possible by the considerably stronger cotton- 
nylon carcass, allow for much more efficient tramp iron 
removal by keeping the load closer to the core of the 
magnetic field of the head pulley. 

“All in all,” says this smooth-running foundry’s master 
mechanic, “these belts save us about 500 man-hours a 
year in belt repair and replacement. We're very happy 
with their performance.” 

U.S. Rubber Conveyor Belts for every foundry re- 
quirement (along with expert “U.S.” engineering 
assistance) are available at your convenient “U. S.” dis- 
tributor, or by contacting us at Rockefeller Center, New 
York 20, N. Y. In Canada, Dominion Rubber Co., Ltd. 


See things you never saw before. Visit U.S. Rubber’s new Exhibit Hall, Rockefeller Center, New York 20, N.Y. 
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@ CLEVE H. POMEROY 


LEVE H. POMEROY was re- 

cently named chairman of the 

board of directors, National Mal- 
leable & Steel Castings Co., Cleve- 
land. Carter Kissell has been elect- 
ed president, a position Mr. Pome- 
roy has held since 1946. Mr. Pome- 
roy has been with the company 
since 1920. He became treasurer 
in 1935, secretary-treasurer in 1936, 
was named a director in 1938 and a 
vice president in 1944. Since 1936 
Mr. Kissell has been a partner in 
Jones, Day, Cockley & Reavis, 
Cleveland law firm, and he has 
been closely associated with Nation- 
al Malleable for many years. 


P. L. O'Neill has been named 
executive vice president, Iowa Malle- 
able Iron Co., Fairfield, Iowa, in 
addition to his duties as general 
manager. Jack Calhoun, formerly 
with Solar Aircraft Corp., Des 
Moines, Iowa, has been appointed 
auditor and will assist Wilson Hef- 
lin, company treasurer. Robert K. 
Eaton has joined the sales staff of 
Iowa Malleable and its subsidiary, 
Everstick Anchor Co. He will assist 
D. J. White, president of Everstick 
Anchor Co. W. L. Fry is president, 
and T. A. Louden secretary of Iowa 


Malleable Iron Co. 


Howard Hoyt, since 1953 with 
Borden Chemical Co.’s research lab- 
oratory in Philadelphia, has been 
transferred to the company’s new 
foundry laboratory in Bainbridge, 
N. Y. Mr. Hoyt will be in charge 
of the resins and sands evaluation 
program. 
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@ CARTER KISSELL 
National Malleable appointments 


Men of Industry 


@ David W. Boyd was recently ap- 
pointed vice president-general man- 
ager in charge of operations and 
sales, Engineering Castings Inc., 
Marshall, Mich. He was graduated 
from Michigan State University in 
1939, when he joined Detroit Elec- 
tric Furnace Div., Kuhlman Electric 
Co., Bay City, Mich., as service 
manager. He left there in 1946 to 
become works manager-plant met- 
allurgist and a director of Engineer- 
ing Castings. Since 1955 Mr. Boyd 
has been assistant general manager 
of the company. He is a past chair- 
man of the Central Michigan Chap- 
ter of AFS and has been nominated 
to be a national director for 1957-59. 


Charles W. Sanford recently 
joined Crouse-Hinds Co., Syracuse, 
N. Y., as vice president-manufactur- 
ing. He succeeds the late Albert H. 
Clarke. Formerly manager of for- 
eign operations, Philco Corp., Phila- 
delphia, Mr. Sanford was also asso- 
ciated with Jack & Heintz, Cleve- 
land, as vice president-manufactur- 
ing. 


Wayne D. Staley, vice president, 
Duriron Co., Dayton, Ohio, was re- 
cently elected president of the Hy- 
draulic Institute, an organization in- 
cluding in its membership a ma- 
jority of the principal pump manu- 
facturers in the country. 


William F. Schlick, formerly west- 
ern regional sales manager, Ster- 
ling Grinding Wheel Co., Tiffin, 
Ohio, has been appointed general 
sales manager of the company. 


@ DAVID W. BOYD 
. Engineering Casting’s v. p. 


@ HARRY G. McMURRY 
. . « plant manager, Ford 


@ Harry G. McMurry has been 
named plant manager of the alumi- 
num castings plant, Ford Motor 
Co., Sheffield, Ala., succeeding 
E. W. Day, who will remain as an 
adviser at the plant until reas- 
signed to another position. A 
graduate of Lambuth College, Mr. 
McMurry spent a number of years 
in foundry work with General Mo- 
tors divisions before joining Ford in 
1950 as assistant and later as man- 
ager of the company’s Dearborn 
Iron Foundry, Dearborn, Mich. 


Ralph L. Lee recently retired as 
secretary-treasurer, Grede Found- 
ries Inc., Milwaukee, after 37 years 
of service. Mr. Lee joined Liberty 
Foundry, forerunner of Grede, in 
1920. Edwin W. Schenck, the new 
secretary-treasurer, has been with 
Grede since 1956. He is a graduate 
of University of Wisconsin and was 
previously associated with Ripon 
Knitting Works, Cluett, Peabody & 
Co., and Robert W. Baird & Co. 


George S. Pusey has been ap- 
pointed superintendent of Interna- 
tional Harvester Co.’s new foundry 
to be established in Santo Andre, 
Brazil. Mr. Pusey, who joined the 
company in 1947, has been super- 
intendent of the cor:coom of the 
Harvester Works, Milwaukee. 


John W. Brown Jr., Brown Ther- 
mal Development Co., subsidiary of 
Brown Fintube Co., Elyria, Ohio, is 
making a tour of Europe to confer 
with company licensees in Germany 
and England and discuss the Brown 
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WHITING ENGINEERED LADLES... 


For the Pouring Performance That Pays Off! 


Pouring proficiency is an inherent quality in bring new economy to cupola and electric 
every Whiting engineered ladle. furnace operations! 


That’s because Whiting knows ladles. . . has 
° ° . ° C r r p ] " 
more than 70 years experience in designing ce — tod 7 all —— Ao area 
° ton on ali win es— 
them to perform better, control easier, last and shank, covered trolley, covered 
longer. crane, riveted crane, geared bottom- 


Rugged, long-time favorites of foundrymen tap, non-geared up to 100 ton 
everywhere, Whiting ladles are built for nT cn ae toobire 
highly specialized applications as well as for by name: “Whiting Ladles” 

the more commonplace . . . and all feature Whiting Corporation, 15607 


the Whiting exclusives that speed pouring, Lathrop Avenue, Harvey, Illinois. 


FOUNDRY 
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MEN OF INDUSTRY 


— 


@ KARL G. JANSSON 
. « becomes sales v. p. 


systems of heat recovery and blast 
heating for cupolas in iron found- 
ries. While there he will make a 
study of German and British found- 
ry techniques of air blast heating. 


Raymond S. Hull, formerly as- 
sociated with Aluminum Co. of 
America and the foundry products 
department, Borden Co., has joined 
Springfield Facing Inc., as New 
England sales representative with 
headquarters at the home office in 
Willimansett, Mass. He succeeds 
Alexander S. Wright, who was rep- 
resentative of the company for 
8 years until his recent retire- 
ment. 


Forbes Howard has been ap- 
pointed general sales manager, Ains- 
worth-Precision Castings Co., De- 
troit. Ainsworth was acquired re- 
cently by Harsco Corp., Harrisburg, 
Pa., and merged with its Precision 
Castings Co. division. Mr. Howard 
was formerly with United-Carr Fas- 
tener Corp., Cambridge, Mass., and 
then formed New Devices Corp., 
maker of automotive parts, which 
was later sold to a Detroit company. 


@ G. L. BABCOCK 


@ FORST L. ROBERTSON 
. . becomes sales mgr. 


@ EDWARD E. MUELLER 


@ Karl G. Jansson has been named 
vice president-director of sales, Keo- 
kuk Steel Casting Co., Keokuk, 
Iowa, and its subsidiary, Mid-Con- 
tinent Steel Casting Corp., Shreve- 
port, La. He was formerly vice 
president-general sales manager. 
Forst L. Robertson has been made 
sales manager of Keokuk Steel Cast- 
ing Co. He joined the company in 
1950. 


@ Edward E. Mueller has been 
named president, Whirl-Air-Flow 
Corp., which recently was moved 
from Chicago to Minneapolis. Ray 
G. Pence, George W. Anselman, 
and G. L. Babcock have been made 
vice presidents. They have been 
with the firm since it was incorpo- 
rated. Prior to joining the com- 
pany last year, Mr. Mueller was 
president, Foundry Supply Co., 
Minneapolis. Previously he was 
with Diamond Iron Works in sales 
and engineering work. Mr. Pence 
was a sales engineer, Hydro-Blast 
Corp., Chicago, until he joined 
Whirl-Air-Flow in 1953. Mr. Ansel- 
man was with Beloit Foundry Co., 
Beloit, Wis., as plant superintend- 


Whirl-Air-Flow appointments 


@ J. H. BERTRAND 
Lester B. Knight promotions 


@ RAY G. PENCE 


@ J. M. PLANTEN 


ent-vice president. Mr. Babcock 
joined the company in 1953 when 
it was a division of Gerwin Indus- 
tries and later moved to Chicago 
with the firm. 


@ Jj. H. Bertrand and J. M. Planten 
have been appointed vice presidents- 
plant engineering, Lester B. Knight 
& Associates Inc., in Chicago and 
New York, respectively. Mr. Ber- 
trand joined the firm’s Chicago of- 
fice in 1956 as manager of plant en- 
gineering. Mr. Planten went with 
the Knight organization in 1946 
and was appointed manager of 
plant engineering in the New York 
office in 1953. 


Rayburn Orr has been appointed 
sales engineer in charge of develop- 
ment, Renfrow Foundry, Los An- 
geles. 


Dan D. Williams has been ap- 
pointed assistant general sales man- 
ager, and Curt K. Wiley, Pittsburgh 
district sales manager, Refractories 
Div., H. K. Porter Co., Pittsburgh. 
Mr. Williams had been associated 


@ GEORGE W. ANSELMAN 
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Learn how 


NORBIDE* Pressure 


Blast Nozzles 
can save you money 
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Send for this handy new folder with simplified listings of 
popular nozzles, up-to-date prices, exploded views of mounting 
assemblies and other helpful data on famous NORBIDE Nozzles. 

Get your copy now and see how these nozzles — made from 
the hardest molded material commercially available which 
outlast any other nozzle on the market — can save you money 
on your blasting operations. 


NORTON COMPANY 
43 New Bond St., Worcester 6, Mass. 


Worcester 6, Mass. 


Name 





WNORTONW 


BORON CARBIDE 


to make your products better 





NORTON PRODUCTS: Abrasives © Grinding 
Wheels ¢ Grinding Machines ¢ Refractories 


BEHR-MANNING PRODUCTS: Coated Abrasives 
Sharpening Stones © Pressure-sensitive Tapes 





— Petar + abel Please send new folder on NORBIDE 
ew Bond dtreet Pressure Blast Nozzles 


Title 





Company. 








Street 
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Our sales strategy. 


to sellonly the finest silica 
products in the world! 


OTTAWA 


a Rg 


Since 1900, our strategy has always been the same—to sell 
onlythe,best, With. a- big assist from nature and through the 
most meticulous processing procedures; Ottawa silica prod- 
ucts always add up the same way—the world’s finest. 


v4 
\~] 99 89% For a load of silica satisfaction, try Ottawa sands. All grades, 


unlimited reserves, excellent service. 
PURE f 


Laboratory tests prove 
Ottawa Silica 99.89% pure. 


Serviced by two main trunk railway systems, 
Ottawa offers fast delivery to all corners 


of the nation S144 2 COMPANY 


PLANTS LOCATED IN 
OTTAWA, ILL. AND ROCKWOOD, MICH. 


SERVING THE FOUNDRY, GLASS AND CERAMIC INDUSTRIES FOR OVER 50 YEARS 
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@ CLARENCE H. CLINE 
. . « joins Enderlein Co. 


with E. J. Lavino & Co., Philadel- 
phia. Mr. Wiley was formerly pres- 
ident, Gem Clay Forming Co., Se- 
bring, Ohio. 


®@ Clarence H. Cline has been ap- 
pointed superintendent, H. G. En- 
derlein Co., Philadelphia. Mr. Cline 
was formerly assistant general man- 
ager, Palmyra Foundry Co., Palmy- 
ra, N. J. 


S. A. Bruno has been appointed 
district manager in the New Or- 
leans district, Air Reduction Sales 
Co., New York, succeeding L. F. 
Bruno, who has retired after 38 
years with the company. F. T. Wil- 
son Jr., formerly a salesman in the 
Louisville, Ky., district, has been 
named assistant sales manager in 
New Orleans, the position S. A. 
Bruno has held since 1930. 


@ John Shaughnessy was recently 
named northern Ohio sales repre- 
sentative, W. W. Sly Mfg. Co., 
Cleveland. Prior to joining the 
company’s sales department over 
two years ago, Mr. Shaughnessy 
was associated with a centrifugal 
and propeller fan manufacturer. 


@ JOHN SHAUGHNESSY 
. . . Sly Mfg. Co. sales 
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@ GEORGE SMITH 


@ N. L. HEFFRON 
. regional sales mgr. 


Florence Pipe Foundry appointments 


© George Smith was recently ap- 
pointed general foreman, and John 
Williams, assistant foreman, of the 
new foundry of Florence Pipe 
Foundry & Machine Co., Florence, 


N. J. 


Frank H. Barnes, formerly pur- 
chasing agent for Krupp Mfg. Co., 
Quakerstown, Pa., has become af- 
filiated with the Philadelphia sales 
staff of Debevoise-Anderson Co. 
Inc., seller of pig iron, coke, and 
ore. 


© N. L. Heffron, until recently man- 
ager of the Newark, N. J., district, 
Pure Carbonic Co. Div., Air Reduc- 
tion Co., New York, has been ap- 
pointed sales manager of the north- 
eastern region. He joined the com- 
pany in 1934 as a warehouse su- 
pervisor. 


@ Thomas H. Brumagin has been 
named general sales manager, Ajax 
Flexible Coupling Co., Westfield, 
N. Y., in addition to his duties as 
secretary and a director. A grad- 
uate of Case Institute of Technol- 
ogy, he joined Ajax 11 years ago. 


@ JOHN WILLIAMS 


@ THOMAS H. BRUMAGIN 
. . » general sales manager 


MEN OF INDUSTRY 


@ GUY H. PITTS 
. . » Bohn Aluminum v. p. 


@ Guy H. Pitts has been elected 
vice president-manufacturing, Bohn 
Aluminum & Brass Corp., Detroit. 
He joined the company in 1950 and 
previously served as chief engineer, 
plant manager, and manager of the 
fabrication division. 


Ward M. Troutman, since 1954 
Pittsburgh district sales manager, 
General Refractories Co., Philadel- 
phia, has been named vice presi- 
dent of the company. He will re- 
main in Pittsburgh. Mr. Troutman 
joined General Refractories in 1947 
as a member of the Pittsburgh 
sales staff and became assistant dis- 
trict sales manager in 1953. 


Brinton Welser, senior vice presi- 
dent and a director, Chain Belt Co., 
Milwaukee, was honored recently at 
a reception at the University Club 
there, upon his retirement after 44 
years with the company. Mr. 
Welser became a vice president in 


1930. 


@ Elliott N. Dorman was recently 
named sales manager, epoxy struc- 
tural applications resins, Ciba Co., 


@ ELLIOTT N. DORMAN 
. . sales mgr., Ciba Co. 
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“1 TOLD B&P TO 


».. that FLEXIBLOS 
handle any core box 
...with any core sand 


... at lower cost! 


Sure we wanted to do a better job in our 
core room and save money too, but we 
wanted actual proof before going ahead 
with Flexiblos. That's why | went to Chicago 
for an actual demonstration. | took along 
some of our toughest core boxes and sent 
ahead samples of a really difficult sand. 

‘ Other blowers had failed and | wanted 

== B&P to prove that these boxes could be 
blown with my sand on a Flexiblo. I'd given 
up on other machines—even the imported 
ones—and that’s why the results of my trip 
to Chicago were so gratifying. 
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P R OVE D ! FLEXIBLOS HANDLE ANY CORE 
BOX THAT CAN BE BLOWN ON ANY MACHINE 


Flexiblos not only successfully handled those boxes that 
had been blown on other machines, but successfully 
handled boxes that could not be blown on other 
machines. Not only that, but Flexiblos handled the 
boxes using three distinct types of operation on the 
same machine. They call it three-in-one operation, and 
it provides for a normal full pressure blow, a regulated 
pressure prefill followed by a full pressure blow, or a 
regulated pressure pulse, at a flick of a selector lever. 


P R OVE D I FLEXIBLOS HANDLE ANY CORE 
SAND THAT CAN BE BLOWN ON ANY MACHINE 


The samples of core sand | sent ahead were really 
tough. | included new high strength sands, as well as 
the conventional sands that we were using in our core 
room. They loaded my extra tough sand in the hopper 
and then had a 200 pound man jump on it and com- 
pact it. | knew that no hopper compacting in my own 
foundry would ever equal that. Yet, the Flexiblo 
operated effectively and easily. 


PROVED! FLEXIBLOS BLOW FASTER 
AND HARDER 


You can bet that | wanted to inspect every core blown 
on the Flexiblo. | wanted to see if they were hard and 
uniform. | knew where the soft spots had occurred 
when these cores were blown on other machines, and 
| wanted to see if there were soft spots on the Flexiblo 
cores. | checked a lot of cores and every one was hard 
and uniform. They had been blown faster than | had 
ever seen a machine blow cores of their size and shape. 








PROVED! FLEXIBLOS BLOW AT 
LOWER COST 


Naturally | was interested in cost, since in our foundry 
we have to justify every penny we spend. | wanted to 
know about initial cost, installation cost and operating 
cost. | had expected a pretty steep price tag on a 
machine as good as the Flexiblo, but | was surprised. 
These machines are priced competitively, and when 
you consider that three-in-one feature, nothing else 
comes close to them. | studied installation costs, too, 
and found that the rigid balanced cast frame of the 
Flexiblo made it easier to install and easier to keep in 
effective operation after installation. | found that the 
new diaphragm clamp system produced such a tight 
seal that blow-bys and core box wear were eliminated. 


THAT’S WHY I BOUGHT 


FLEXIBLO! 


“Based on 24 actual operating demonstrations, 


Beardsley & Piper Div. of Pettibone Mulliken Corp, 
2424 N. Cicero Avenue, Chicago 39, Illinois 
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MEN OF INDUSTRY 


@ JOSEPH H. CADIEUX 
. joins Casting Engineers 


New York, and will direct sales of 
materials from the Plastics Div. 
headquarters in Kimberton, Pa. He 
has been with the company 7 years. 


@ Joseph H. Cadieux has been 
named vice president, Casting En- 
gineers Inc., Chicago, where he will 
direct manufacturing operations and 
supervise the company’s expansion 
program. In 1954 Mr. Cadieux 
joined Misco Precision Casting Co., 
Whitehall, Mich., as plant manager 
of its Detroit division and was 
named vice president last year. 


F. E. Garriott has been named 
sales manager of finished products, 
I. S. Levinson, sales manager-tech- 
nical products, and G. E. Brown, 
general manager of field sales, 
Ampco Metal Inc., Milwaukee. Mr. 
Garriott was formerly manager of 
the Weldrod & Wire Department. 
Mr. Levinson has been product 
manager-process industries sales. 
Until recently Mr. Brown was Wis- 
consin district manager for the com- 
pany. Raymond J. Severson, former 
assistant general sales manager, has 
been made manager of the com- 
pany’s new branch in Garland, a 


suburb of Dallas, Tex. 


@ E. A. Quinlan, since 1946 sales- 
man in the Minneapolis district, Air 
Reduction Sales Co., New York, has 
been appointed assistant sales man- 
ager of the district. With Airco 
for more than 20 years, in 1944 he 
became a railroad mechanical spe- 
cialist, working out of Chicago. 


Harold S. Walker Jr., for the last 
year secretary, American Gas As- 
sociation, New York, has been 
named assistant to the managing 
director. He joined the staff earlv 
in 1955 as secretary of the general 
management section. 
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@ RAYMOND F. FOSTER 
. » « general foundry foreman 


@ Raymond F. Foster has returned 
to Link-Belt Co., and has been ap- 
pointed general foreman of its Olney 
Foundry Division, Philadelphia. 


@ Frank P. Morrow has been ap- 
pointed sales engineer, Superior 
Foundry Inc., Cleveland. For 8 
years he was sales manager, Stand- 
ard Alloy Foundry, and he spent 
10 years as vice president-general 
manager, Robinson Tool Fabricating 
Co., both of Cleveland. At Superior 
Foundry Mr. Morrow will be en- 
gaged in promotion of the com- 
pany’s steel castings and he will also 
aid in the sale of gray iron castings. 


Mario Olivo has been elected an 
honorary member of the Associa- 
tion Technique de Fonderie de 
France in recognition of his co- 
operation in the technical field be- 
tween the Italian and French found- 
ry industries. Mr. Olivo is _presi- 
dent, Impianti Fonderie Olivo, Mi- 
lan, Italy. He is chairman of the 
Dictionary of Foundry Terms Com- 
mittee, International Committee of 
Foundry Technical Associations. 


THEODORE H. BOOTH, elected 
president-treasurer, Frontier 
Bronze Corp., Niagara Falls, 
N. Y., as reported in February. 


@ FRANK P. MORROW @ FREDERICK W. BURGIE 
. . . Superior Foundry sales 


. . « general sales manager 


@ Frederick W. Burgie, since 1955 
assistant general sales manager, 
Doehler-Jarvis Div., National Lead 
Co., Toledo, Ohio, has been ap- 
pointed general sales manager of 
the division, succeeding E. R. Za- 
briskie, who has been assigned spe- 
cial work with the general man- 
ager. Mr. Burgie joined the di- 
vision in 1922, became chief engi- 
neer of the Toledo plant in 1928, 
and sales manager there in 1945. 


James H. Moore has been named 
general manager and Harry D. 
Stone, sales manager, NRC Equip- 
ment Corp., subsidiary of National 
Research Corp., Cambridge, Mass. 
Mr. Moore was the first general 
manager, Vacuum Metals Corp. 
Div., Crucible Steel Co. of America, 
organized by National Research and 
jointly owned with Crucible for 
several years. Mr. Stone joined Na- 
tional Research Corp. in 1954 and 
became manager of vacuum equip- 
ment sales in the Cleveland area. 


A. H. Patten, Patten Engineering 
Co., Denver, has been named sales- 
service representative, Federal 
Foundry Supply Div., Archer-Dan- 
iels-Midland Co., Cleveland. Mr. 
Patten handled A-D-M core binders 
before that company’s merger with 
Federal Foundry Supply Co. He 
succeeds the late William Goebel, 
who represented Federal Foundry 
in Denver. 


Dr. Donald J. McPherson has 
been appointed manager of the met- 
als research department, Armour 
Research Foundation, Illinois In- 
stitute of Technology, Chicago, suc- 
ceeding Robert A. Lubker, who has 
been named director of research, 
Alan Wood Steel Co., Conshohock- 
en, Pa. Mr. McPherson recently 
was assistant manager of the metals 
department. 
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Latest Sleeve-Type Station- 
ary Magazine: Slot design for 
most efficient operation; suitable 
for all core sand mixes. 


Shoot Heads: Interchanged in 
seconds; no wrenches needed 


Quick-Change Blow Plate: 
Cam-operated clamps; no 
wrenches needed. 


Horizontal Clamps: Quickly 
adjustable, horizontally and ver- 
tically without wrenches 


Fully-Enclosed Draw 
Mechanism: Six-inch accurate 
draw stroke 





Table Height Adjustment: 
Push-button operated, eight-inch 
hydraulic adjustment. 


Fast-Acting Large Size 
Diaphragm-Type Blow 
Valve: Easily replaceable di- 
aphragms are the only wearing 
parts 


Automatic Sequence Control: 
One push of operating lever puts 
machine through a_ complete 
cycle. 


Safety Controls: Machine is in- 
operative unless core box is prop- 
erly located 


GET MORE FROM YOUR FOUNDRY DOLLAR 


The new DEMMLER 70 is a low-cost, high-speed production machine, ruggedly constructed for 
heavy-duty use. Maximum versatility and ease of maintenance make this DEMMLER core blower a 


profitable addition for your foundry. Write us for more information. DEMMLER — since 1909 — the 


first name in core blowers. 


DEMMLER MANUFACTURING COMPANY ¢ KEWANEE, ILLINOIS 
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COST CONTROL &@ OPERATIONAL FLEXIBILITY 
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3 KINDS OF FOUNDRY COSTS 
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1 FIXED cosTs 


NO VARIATION 
WITH VOLUME 


2 REGULATED (CONSTANT) COSTS 
VARY AT DECISION OF MANAGEMENT 


Neat 


3 VARIABLE COSTS 
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MAINTAINING A PROFIT 


When Volume Is Low 


UNNING a profitable foundry 

at greatly reduced volume is a 

tough job for management, su- 
pervision, and men. Low-volume 
operations create special problems, 
all of which tend to raise operating 
costs when a company can least af- 
ford an increase. 

Safeguards—Because we cannot 
speculate on the future, our imme- 
diate safeguard is in the answers 
to two basic questions: 1. Are we 
in a position to make a reasonable 
profit at a reduced volume of pro- 
duction—and where is our limit? 2. 
How adaptable to volume changes 
are our operations? 

The answer to the first question 
is in cost control. When you know 
ahead of time the direct and indi- 
rect cost levels at which you still 
operate in the black, when you 
know the extent of necessary ad- 


‘By ROGER B. SINCLAIR 
Management Engineering Division 
Meehanite Metal Corp. 
New Rochelle, N. Y. 


justments in all costs and expenses, 
and when you can predetermine the 
rates of direct to indirect labor re- 
quirements under changing condi- 
tions, you have come a long way 
toward meeting the dangers of low- 
volume operations. 

The answer to the second ques- 
tion can be found in the shop. Your 
flexibility to adjust operations quick- 
ly to the requirements of current 
volumes will permit you to lower 
your break-even point in line with 
decreasing sales. 

This article will deal with these 
subjects: 1. How to predetermine 
costs so that we can show a prof- 
itable operation at lower production 
volumes. 2. How to adjust opera- 


tions to the economies forced on us 
by the current recession. 

Break-Even Point—In recent 
months, a great deal has been said 
and written about break-even con- 
trol of foundry operations. This 
business situation, more than any 
other, demands a careful study of 
all cost items which are affected 
most as the result of low volume. 
A break-even chart measures costs 
of operations against sales at differ- 
ent levels of production. When vol- 
ume falls off, the chart predeter- 
mines the extent of cost reductions 
necessary to keep us in the black. 

In every foundry, there are three 
basic kinds of expenditures: 

Fixed Costs— There are fixed 
costs, such as depreciation, taxes, 
insurance, etc., which are constant 
and not affected by variations in 
volume. 
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Break-even chart shows the relation of variable, 
regulated, and fixed costs to sales volume 


How lower volume decreases the margin of safety 
between profit and break-even point is shown 
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Regulated Expenses—There are 
certain regulated expenses which, al- 
though more or less constant, are 
subject to change on management 
decision. These include salaries, a 
portion of wages in nonproductive 
operating costs, basic costs of ad- 
ministration, costs of selling, adver- 
tising, and sales promotion. This 
group represents a controllable level 
of expenditure necessary to keep 
our doors open. 

Although costs of this kind are 
not directly affected by volume, 
they require careful study when pro- 
duction decreases. It is this group 
which is most difficult to control, 
carries the largest amount of dead- 
wood, and provides many business 
luxuries which we cannot maintain 
when the chips are down. 

Variable Costs—Finally, there are 
variable costs. As the name implies, 
this kind of expenditure varies di- 
rectly with volume. It includes di- 
rect and indirect wages—materials, 
and supplies. 

Fig. 3 illustrates a typical break- 
even chart which shows variations 
of the three types of costs in rela- 
tion to volume. We have one ex- 
pense level which remains constant 
irrespective of volume, one that is 
constant, but subject to change on 
decision, and one which varies di- 
rectly with our volume of produc- 
tion. 

Now let us look at our sales. Vol- 
ume rises with sales. The value line 
of sales crosses the total cost line 
at a point which will vary from 
foundry to foundry. At this point, 
we have reached a level at which 
the value of sales is equal to the 
costs of operations. This is the 
break-even point. 

Assuming now that we are op- 
erating at normal volume, say about 
75 per cent of capacity, we obtain 
from the break-even chart some 
very significant information, and we 
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are ready to assess the influence of 
possible volume changes on the 
cost of operations. Considering this 
chart, we can see that at normal 
operating volume we would require 
about 60 per cent of the capacity 
load to break even. We know our 
approximate profits at this level, we 
obtain a ratio of variable to fixed 
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costs, and, what is very important, 
we know our margin of safety— 
that is, how much of a drop in vol- 
ume we can stand before operations 
go in the red. 

When Volume Declines—Now let 
us see what happens when our vol- 
ume declines (Fig. 4). Our sales 
line moves to a lower level, our 
break-even point stays put, our prof- 
its are down, and our margin of 
safety gets close to the danger point 
of an operation at a loss. We also 
note that our ratio of fixed to vari- 
able costs indicates that we now 
have too much supporting expense 
in relation to production costs. The 
answer then is a reduction in our 
costs. The break-even chart tells us 
which costs and how much reduc- 
tion. We have yet to determine 
where to cut, and for this purpose 
we must extend our controls into 
each of our mold producing de- 
partments. 

Composite Break-Even Chart — 
We again use a break-even chart, 


but this one is limited to show the 
break-even point of departmental 
operations. In addition to the fixed, 
regulated and variable expenses of 
the normal chart, the composite 
chart shown in Fig. 5 also includes 
a share of all the other depart- 
ments, such as coreroom, cleaning, 
melting, and general foundry ex- 
pense, which contribute to opera- 
tion of the section under study. The 
sales line on this chart includes, of 
course, only the dollar value of the 
castings produced in this section. 
If, for example, your foundry con- 
sisted of three molding sections, let 
us say a squeezer section, a roll- 
over section, and a floor molding 
section, the departmental break- 
even charts for each department 
would indicate the cutbacks which 
losses in volume dictate for each 
section of your foundry. We know 
at this point which expenses to re- 
duce, we know how great an ad- 
justment we must make, and we 
know which departments are af- 
fected. Let us, therefore, once again 
look over our three types of found- 
ry costs and see how the necessary 
cost reductions can be obtained. 
We know that there is not much 
chance to lower our fixed costs. 
These will remain constant through- 
out. We also know that when our 
orders fall off, we have to cut back 
our direct costs. We know that there 
is a fall-off in material costs and 
a reduction in supplies. We must 





BUILD UP VOLUME FOR EACH HEAT 














be sure, -however, that our direct 
cost reductions are in line with the 
lower volume, and that our econo- 
mies in this direction have gone far 
enough. Again, our break-even chart 
will help us to determine what our 
reductions must be. 

The most difficult readjustments, 
however, are in our controllable 
constant costs. It is obvious that a 
reduced direct labor force cannot 
sustain the same amount of service 
labor, yet these sections are skinned 
to the bone, even when our vol- 
umes are normal. We still need a 


maintenance gang, we need super- 
intendent and foremen, and we still 
have to mull sand, run a melt, and 
carry out the many other opera- 
tions which are necessary as long 
as we keep our foundries working. 

How To Reduce Costs—Cost re- 
duction comes through better meth- 
ods of doing what we have to do. 
We get even more constructive re- 
sults if we can eliminate what we 
don’t have to do. Let us consider, 
therefore, the possible avenues of 
savings which we must investigate 
if we intend to maintain a reason- 





and Metals 


Analyzed Accurately 


within a few hours 


at Surprisingly Low Cost. 


Teletype PG-544, 
Phone FRemont 1-2345 
or Write today for 
complete information. 


SPECTROCHEMICAL LABORATORIES, 


P.O. Box 8781, Pittsburgh 21, Pa. 
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able profit in spite of lower volume. 

Direct Labor Force — The first 
point affects our direct labor force— 
which constitutes the bulk of our 
variable costs. When our volume 
drops and we find ourselves with 
an excess of molding, coreroom, 
cleaning, and other direct labor on 
our hands, we must resort to a re- 
duction in our work week or to 
layoffs to balance labor with orders 
in hand or to conform to our pro- 
jected sales expectations. None of 
us likes to lay off men or go on to 
short time, but the question of 
economy quickly forces us to take 
such a step. 

The type of direct labor reduc- 
tion depends entirely on the condi- 
tions of the moment. If volume re- 





REDUCE MULLING STATIONS 








duction covers all sections, short- 
time operations offer the greatest 
potential for savings. If orders are 
short for certain types or weights 
of castings, or if you have difficul- 
ties balancing operations, you may 
have to resort to layoffs. 

Even shortening the work week 
must be considered with care. Some 
foundries do better to shut down 
on Friday. Others fare better with 
a Monday. The nature of your op- 
erations dictates the choice, and all 
possible considerations must be giv- 
en to the savings which accrue from 
this step. 

Shift Premiums—Another consid- 
eration in our efforts to reduce costs 
must be given to night operations 
or those which involve overtime. 
Shift premiums are a luxury which 
we cannot afford at low volumes. 
Careful staggering of shifts or even 
of individuals often can eliminate 
the late pouroff or the early start 
to prepare facing sand or to get 
patterns and flasks ready for the 
molders. 

If you operate a night shakeout 
gang, take a close look to deter- 
mine whether there is a need to 
maintain it. Lower volume means 
fewer molds, fewer molds mean 
more floor space, and more space 
creates a possibility of bringing the 
shakeout gang onto the day shift. 
Savings in shift premiums and pos- 
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“Cores are better... 
costs are less’ 


Says Charlotte Pipe & Foundry Co. 


J. B. Williams, Operator, and J. 
W. Price, Foreman, examine one 
of uniformly-baked hub cores. 





Hub cores come from automatic core blower to input end of THERMEX Core Baker, shown above. 


@ The modern new facilities of Charlotte Pipe & Foundry for 
centrifugal casting of soil pipe include the THERMEX* 75KW 
Dielectric Core Baker shown above. It is part of an automated line, 
rated at 3500 lbs. per hour, for production of hub cores. 

James W. Price, Foreman, says: “The THERMEX Core Baker 
gives us uniform cores with good surface hardness. Scrap loss due 
to breakage is very low. Quality is better and costs are less than 
for similar cores produced by other methods.” 

A THERMEX Engineer will gladly give you facts on how you 
can profit with this leading dielectric core baking equipment. Call 


our nearest office. 
* THERMEX—T.M. Reg. U.S. Pat. Of 


THERMEX DIVISION 
Sales Offices: 76 Beaver St., New York 5, N. Y. 


133 So. Clinton Avenue, Rochester 4, N. Y. 
505 Delaware Ave., Buffalo 2, N.Y. PROCESS EQUI PMENT DIVISION 


239 Newton Avenue, Newark, Ohio 
624 So. Michigan Avenue, Chicago 23, III. NATIONAL CYLINDER GAS COMPANY 
LOUISVILLE. 1, KENTUCKY 


Monufocturers of “VOTATOR” and “THERMEX” Processing Apporatus 
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sible use of the day labor gang may 
help substantially to cut back the 
indirect costs of your operations. 
Melting Economies—Another ave- 
nue of substantial savings is in 
the melt department. Running larg- 
er heats on alternate days offers 
savings in labor, coke, and relining 
costs of cupola or ladles and cuts 
power requirements and other melt 
department costs. Check carefully, 
however, to be sure that these sav- 
ings are not lost in the molding or 
core departments, which may show 
added costs in handling, storage, 


and even labor after this change. 
Sand Preparation Savings—Your 
sand preparation section offers more 
possibilities for economies. Many 
foundries have more than one sand 
muller to feed the various sections 
in the foundry. Check carefully to 
see whether it is possible to pro- 
duce the reduced sand _require- 
ments in one muller, and to sus- 
pend the operation of the other unit 
as long as the period of low de- 
mand continues. It may mean a 
costlier single station operation, but 
as compared with operating two 
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GAMMA RADIOGRAPHY 
THROUGH 9 INCHES OF STEEL! 


Nuclear Systems’ Model 1060 Multitron, an industrial gamma 
radiography machine, gives results faster than a 1,000,000 volt 
X-ray machine and comparable to those of a 2,000,000 volt X-ray 
machine ... at a small fraction of X-ray machine cost. 


The Model 1060 is designed to safely handle up to 1,000 
curies of Cobalt 60. Provided with completely fail-safe automatic 
controls, the beam-producing 1060 is operated from a remotely 
located console and is capable of making radiography exposures 
through nine inches of steel and upwards. 

Dominion Foundries and Steel, Limited, Hamilton, Canada, 
uses the 1060 successfully and efficiently for quality inspection 
of extremely heavy steel castings. 

Call on Nuclear Systems for your radiography equipment 
needs. Offices in Philadelphia, Chicago and San Francisco. 
Sales representatives in principal cities. Catalog on request. 


Visit our booth at the Atom Fair, Chicago, March 17-21. 
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units, it will enable you to save on 
labor, power, handling, and distri- 
bution. 

Layout—Further savings are pos- 
sible through minor changes in lay- 
out. Concentration of activities into 
more confined areas will cut indirect 
help, lower handling requirements, 
and provide closer supervision. It 
stands to reason that it is cheaper to 
operate a fully loaded section than 
two operations at half volume. Such 
combinations are possible in squeez- 
er and bench departments, in the 
coreroom, and sometimes in larger 
molding. 

No mention has been made of 
economies possible in good sched- 
uling, proper flask loading, better- 
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than-average productivity, mini- 
mum downtime, elimination of wait- 
ing time, crane delays, cleanliness, 
order, etc., all of which should 
be among the first efforts to meet 
the crisis caused by low-volume op- 
erations. 

When you feel that you have 
completely exhausted all known 
avenues of possible savings, sit down 
and prepare an operator chart of all 
your indirect operations. You may 
be amazed to find how many un- 
accounted for indirect hours you 
still have in your foundry in spite 
of all efforts to eliminate unneces- 
sary tasks. 

All of these steps have been di- 
rected toward the reduction of di- 
rect labor requirements in line with 
demand and a complete revalua- 
tion of indirect needs, which must 
be trimmed to maintain a reason- 
able ratio to the remaining direct 
labor. Economies in operations are 
necessary, unpleasant as some may 
be. During periods of low-work vol- 
ume, your company’s profits won’t 
come from increased sales, but from 
savings which you must make in 
your operations. 


Ends Foundry Operation 


Westover Corp., Milwaukee, has 
discontinued its foundry operations 
because of the need for space for 
its other activities. 
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This extensive deposit plus scientific 
processing assure you the finest rounded 


grain pure silica sand for foundry use 


24 standard grades in 
regular production 


The chances are better than ever 
that your foundry operations 
now require high quality, more 
exact sand grades than they used 
to. With the new casting methods 
now used, sand is critical. It has 
to be pure, uniform and of a 
certain exact grade. 


This close control of sand quality 
is only possible in a scientific 
sand processing plant such as 
Wedron’s. Every step in the 
process is controlled to give users 
consistently high quality sand 
with these facilities. Wedron 
regularly produces 24 separate 
grades of sand as standard. From 
these grades it is possible for 
most users to choose a sand 


which will meet most any require- 
ment. Where necessary, Wedron 
can produce special sand grades 
to customer specifications. A con- 
siderable amount of our regular 
production is in these special 
grades. 


The Wedron sand deposit itself 
has special plus values for 
foundry users. Wedron sand is a 
pure, rounded grain silica with 
high heat and chemical resist- 
ance. It is highly desirable for 
foundries because it greatly 
reduces cutting out of core boxes 
and produces a smoother casting 
surface, grade for grade. 

In many ways, Wedron is your 
best bet for foundry sand. Make 
your next order Wedron... for 
the best foundry sand available. 


WeEDRON 
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'WEDRDN 


SILICA COMPANY 


NEW SAND BOOKLET 


This new booklet gives all the de- 
tails on Wedron Sands for all kinds 
of industrial uses. Complete de- 
scriptive folder details the Wedron 
processing operations which pro- 
duce the finest rounded grain silica 
sands. 24 separate standard grades 
are tabulated and chemical 
analysis of sand is given. 
Numerous illustrations 

of the Wedron plant 

and facilities are 

shown. Send for 

your copy today! 


SILEGA COMPANY 


135 South LaSalle Street, Chicago 3, His 
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We have placed a lot of earnest dollars on the line to develop outstanding laboratory facili- 
ties. This investment has been deliberate, because we have a reputation for top-quality, 
uniform metallic abrasives, and we want to maintain it! 

Out of these facilities have come consistently rigid production standards which meet our 
own, as well as SAE, specifications. Also out of these facilities have come our two latest new 
products... ‘‘A’’ shot and grit, a controlled analysis chilled iron having extremely long life; 
and Pearlitic Malleable shot and grit. 

These two new metallic abrasives, combined with our regular line of Persuasive Abra- 
sives, give you a complete range and availability of product to fit your cleaning or peening 
requirements. 

Paletized, banded, covered . . . any way you wish. 


Write for our catalog or call in our nearest representative to discuss the Cleveland line further. 


. Realsteel Shot and Grit 2. Pearlitic Malleable 3. Normalized 
. "A" Iron 5. Hi-Strength "B" 6. Chilled Iron 7. Drawn Steel 


World's Largest Producer Cc L EV E LA N D wilob abuaawe C0. 


P . t 
of Metallic Abrasives ; General Office: 888 East 67th Street ¢ Cleveland 8, Ohio 
Plants at: Howell, Michigan; Toledo; Cleveland; Northfield, Ohio 
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Foundry Developments By EDWIN BREMER 


ATISFACTORY refinement in 
grain size and increase of ulti- 
mate strength in magnesium- 

base alloy castings is claimed in 
British patent No. 784,445 through 
use of a mixture of fluorspar and 
paraffin wax which is added to the 
molten metal. Mixture should con- 
tain 4.5 to 7 parts by weight fluor- 
spar to 1 part wax. It also is said 
that the addition does not introduce 
gas into the metal. 


Tempering Embrittlement 


TREATMENT which effectively 
eliminates 550° F tempering em- 
brittlement in SAE 1340 steel is de- 
scribed in a report, PB 131358, 
available from the Office of Tech- 
nical Services, U. S$. Department of 
Commerce, Washington 25, for 


$1.25. Entitled “Study of the Ef- 
fects of Vacuum Melting on 550° F 
Tempering Embrittlement,” the re- 
port points out that the trouble was 


eliminated by purification of the al- 
loy steel by vacuum melting in a 
system embodying the principles of 
the molecular still. It is believed 
that ordinary vacuum melting can- 
not accomplish the same result. 


Checks Charpy Values 


SINCE variations can occur in 
values obtained between different 
Charpy testing machines or in those 
obtained with one machine, proced- 
ures for obtaining concordant data 
were studied at Watertown Arsenal. 
Details of the investigation are 
given in a report available from the 
Office of Technical Services, De- 
partment of Commerce, Washing- 
ton 25. It is PB 131117, “Impact 
Testing No. 1: Calibration of the 
Charpy Impact Machine and Pro- 
cedure for Inspection and Testing 
Charpy V-notch Impact Specimens,” 
by D. E. Driscoll. Price is $1. 


Aluminum by Photometry 
CAREFUL analysis for alumi- 


num in reclaimed high-aluminum 
steel often is necessary to prevent 
its presence in subsequent steel 
stocks. A tentative spectrophotomet- 
ric analytical procedure has been 
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developed at Watertown Arsenal 
for determining 0.001 to 0.1 per 
cent aluminum. The method re- 
moves most of the iron and nearly 
all electro-reducible metals by a 
brief electrolysis at the mercury 
cathode. 

Residual metallic interferences are 
complexed with tartrate and cyan- 
ide, and the aluminum is extracted 
in chloroform as the 8-hydroxy- 
quinolate. Aluminum is determined 
spectrophotometrically at 390 mu. 

Details are available in report PB 
131107, “The Photometric Determi- 
nation of Small Amounts of Alumi- 
num in Steel Using 8-Hydroxyqui- 
noline” which may be obtained 
from the Office of Technical Serv- 
ices, Department of Commerce, 
Washington 25, for 50 cents. 


Information on Cobalt 


NEW publication, “Bibliography 
on Electroplating Cobalt and Cobalt 
Alloys,” is available from Cobalt In- 
formation Center, Battelle Memo- 
rial Institute, 505 King Ave., Co- 
lumbus 1, Ohio. This 16-page bib- 
liography encompasses literature on 
the subject up to June, 1957. The 
center also is offering a newly re- 
vised edition of “Corrosion Bibliog- 
raphy on Cobalt and Cobalt Alloys” 
containing over 150 references to 
literature published to mid-1957. 


Gage of Melt Quality 


INVESTIGATING methods to 
determine the melt quality of 85- 
5-5-5 red brass, Oya and Honma, 
as described in Report of the Cast- 
ings Research Laboratory, No. 8, 
1957, Waseda University, Tokyo, 
Japan, used the chilled specimen 
suggested by Rote, Baker and Up- 
thegrove. Other specimens were 
cooled in a clay-graphite crucible. 
They conclude that while the 
chilled specimens may be suitable 
for melts free from aluminum and 
silicon, contamination from those 
elements promotes more extensive 
columnar and blue-gray formations 
and consequently results in mislead- 
ing interpretations. Specimens 
cooled in the crucible clearly show 
presence of aluminum by whitish- 
silver tinge on the exterior surfaces 
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and brighter blue fracture with some 
reddish brown pattern. Silicon 
gives a similar effect on fracture, 
but exterior surfaces are tinged with 
dark purple. 


Moves Fast 


SEVERAL magnesium - thorium 
(HK 31) sand castings are designed 
into the airframe of the Air Force’s 
Bomarc interceptor missile being 
built by Boeing Airplane Co. They 
are in addition to extensive applica- 
tion of sheet and extrusions of sim- 
ilar composition. Material is used 
for temperature resistance and 
weight saving. In one instance, 
cast door frame and equipment 
mounting structure in the aft body 
section of the missile saved 6 Ib over 
another type of light metal casting. 
Bomare is a surface-to-air missile 
which weighs about 7500 lb and 
has an airspeed of 2000 mph and 


a range of more than 300 miles. 


Close Control 


NOVEL technique in the plaster 
molding process is reported by the 
Precision Casting Division, Airtron 
Inc., Linden, N. J. In this prac- 
tice, the cores are made in sections 
and bolted together accurately with 
hidden studs and nuts. It is claimed 
that this sectional process affords 
greater control of internal dimen- 
sions and insures more accuracy for 
cast components. The technique is 
said to be especially beneficial in 
manufacture of aluminum alloy 
wave guides and other large units 
which require close dimensional 
and surface tolerances. 


Old Man Hydrogen 


CRACK initiation and propaga- 
tion in hydrogenated steel may be 
caused by a critical combination of 
hydrogen concentration and _ tri- 
axial stress state according to a re- 
port available from Office of Tech- 
nical Services, U. S. Department of 
Commerce, Washington 25. Re- 
port is designated PB 131340 and 
entitled “Hydrogen, Crack Initia- 
tion and Delayed Failure in Steel.” 
Price is $1.50 for the 52-page re- 


port. 
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‘Production stepped up... 
quality improved.” 


“Working conditions 
really changed.” 





Osborn 721 PVA Axtomatic Vibrating Squeeze 
Pin Lift machines using 29" x 29" x 7/7 flasks. 

















Bers 716 PVA Automatic 
Vibrating Squeeze Pin Lift ma- 
chine using 12" x 18"x 4/4 flasks. 


Mechanization with Pe machines has 
paved the way for stepped up production and 
greater quality. But the mechanization program 
accomplishes an even greater benefit in the 
eyes of Westinghouse . . . it greatly improves 
working conditions. 

The foundry mass-produces gray iron cast- 
ings for components of electrical appliances. 
The castings range in size from one-half to 
40 pounds. 

Mechanization, which incorporates Osborn’s 
vibrating-squeeze molding machines into an 
automatic handling system has reduced to one- 
fifth che amount of material handled per day. 

Six steps—handling flasks, shoveling sand, 
conveying molds, shifting pouring. weights, 
shaking out, and conditioning sand—are now 
carried out mechanically. Daily melt capacity 
hes been increased 66%. 

Let Osborn illustrate how foundry mech- 
anization cam become a money-making invest- 
ment for your company. Write The Osborn 
Manufacturing Company, Cleveland 14, Ohio. 


SHELL MACHINES 
INDUSTRIAL. BRUSHES 
BRUSHING MACHINES 
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Fig. 1—Original pattern and corebox produced a 
louvered cover with two small slots shown at X 


Improved Casting Design 


CAN CUT FOUNDRY 


HESE days of high costs and 

keen competition make it more 

important than ever to analyze 
all casting designs carefully. By 
such analysis, the foundryman can 
sometimes avoid doing a disservice 
both to his customer and to him- 
self. 

More and more the progressive 
foundryman is asking himself: 

Is the design correct or can it 
be bettered? 

Is the metal called for correct? 

Does it fit in this foundry? 

We know that most design engi- 
neers are perhaps experts in their 
field but, sorry to say, this field 
often does not include the foundry. 
It therefore becomes the duty of 
any conscientious foundryman at 
least to study the job and offer his 
knowhow to help produce a good 
functional part at the lowest pos- 
sible cost to the buyer. 

Must Fit the Job—First and fore- 
most, a part must be so designed 
that it will perform the function for 
which it is intended. 

Second, it must be so designed 
that it can be sold in competition 
with the best product of the other 
fellow. And since the eye must be 
pleased, we design for beauty. This 
is helpful because pleasing lines lend 
themselves to the natural flow of 
molten metal. We can create com- 
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By G. A. PEALER 
Specialist, Casting Design 
General Electric Co. 
Elmira, N. Y. 


plex shapes with ease in a casting. 

Next, we must be able to pro- 
duce the part at a price. This is 
where we of the foundry should 
stand ready and willing to help 
not only our customer but ourselves. 
In our father’s time, wages were 
probably one of the smaller items 
of cost. Time has changed this. 
Today a fraction of a minute spent 
by the coremaker, molder, or cleaner 
can add considerably to the cost of 
the finished product. 

We must help the designer to 
make his part easy to produce in 
the foundry. Early in our careers 
we learned that projections on the 
draw side of castings cost extra 
labor to produce by forcing the use 
of cores or time-consuming loose 
pieces. Show the customer that the 
high labor cost for such work could 
be many times the material cost 
of continuing the projection to a 
parting or to a flange. We should 
also point out that uniformity of 
metal section simplifies the gating 
and feeding of the casting, result- 
ing in much better metal control. 

What Can Be Done—We recent- 
ly received several sets of pattern 
equipment from one of our custo- 


Fig. 2—Redesigned part has one slot and is made entirely 
in green sand with a matchplate pattern at much less cost 


COSTS 


mers. The castings were louvered 
covers and were so designed that 
the only way they could be made 
was by using a dry sand core. The 
corebox was made with five loose 
pieces. The core had to be hand 
rammed by an expert coremaker 
and it was easily damaged in han- 
dling. This original pattern, core- 
box, core, and resulting castings are 
shown in Fig. 1. 

In checking the design, we found 
that the engineer had included two 
small slots (indicated as x) to lock 
the part in the opening of the ma- 
chine. We found the part would 
lock into place when these two pro- 
jections were eliminated as shown 
at x in Fig. 2. The louver blades 
were designed with one thickness 
and flat so as to be drawn as a 
loose piece through the end of the 
corebox. There was no objection 
to giving these blades a_ taper 
across their width which enabled 
the part to be molded entirely in 
green sand by a less skilled molder. 

The new pattern equipment is 
an aluminum matchplate of four 
patterns shown in Fig. 2. An anal- 
ysis of this change shows: 

1. We eliminated a costly dry 
sand core. 

2. The part will perform its func- 
tion just as well as before the 
change. 
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3. The finish is much improved 
due to no core and absence of fins. 

4. The part can be made by less 
experienced help at a much faster 
rate. 

5. We were able to sell the 
changed part at 13.3 per cent of 
the price of the original casting— 
a saving of over $20,000 a year. 

This tremendous saving is just 
one instance of foundry-customer 
co-operation. 

This example can be duplicated 
many times if we take the time 
properly to evaluate each job. We 
must work with our customers to 
lower their cost or we will eventual- 
ly find our work going to a found- 
ry that will give service of this type. 

They’re Not Cheap—I would be 
remiss if I failed to urge pattern 
buyers to think twice before buy- 
ing “cheap” pattern equipment. 

No buyer would purchase mild 
steel cutting bits for his drill presses. 
He knows that his men must have 
high-speed steel or tungsten-carbide 
tools, so why do buyers so often 
purchase very poorly constructed 
“cheap” wood pattern equipment? 
Patterns are to the foundry what 
tools are to the machine shop. And 
to produce at a low cost we found- 
ry people must have the best pat- 
terns possible. 

Take the example of -the over- 
zealous buyer who was instructed 
to purchase a set of pattern equip- 
ment for a small casting. As a 
good purchasing agent, he asked 
three or four pattern shops for bids. 
Not knowing foundry practice he 
could not give definite instructions. 

One shop bid $142.50 for a loose 
wood pattern and two half core- 
boxes. Another shop bid $410.10 
for a metal matchplate of two pat- 
terns, an aluminum corebox to be 
used on a blower and 50 aluminum 
core driers. 

As one would surmise, this buyer 
purchased the “cheap” wood equip- 
ment at an apparent cost saving of 
$267.60. The foundry price for the 
resulting casting, however, was 
$2.95 each. This price was so high 
that the engineering department 
checked on the reason and then 
purchased the metal pattern equip- 
ment quoted at $410.10. The re- 
sulting castings were priced by the 
foundry at $1.38 each, a saving of 
$1.57 per casting. This better equip- 
ment paid for itself very quickly and 
enabled the buyer to stay in a com- 
petitive market. 

Foundrymen, engineers, and buy- 
ers should all try to understand 
the other’s problems, and by con- 
stant co-operative consultation we 
can and should do a better job. 
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what’s your... 


CARRYING 
CHARGE 2 


6,000 pound unit loads are effi- 
ciently and economically handled 
in USP Palletainers —and, empty 
Palletainers can be “flat-folded” for 


space savings and lower return rates. 


What’s it costing you to handle materials to and 
from production or assembly lines, in and out 
of storage, truck loading and transporting? There 
is an easy way...a practical, economical way 
with versatile USP Palletainers. 

Palletainers have simplified materials handling 
for thousands of plants in scores of industries. 
And, these practically indestructible containers 
can save you valuable time and money both in 
and out of your plant. Whether you’re process- 
ing, storing or distance-hauling, Palletainers pro- 
vide the practical answer. Available in four basic 
types and a broad range of practical standard- 
ized sizes. They’re engineered for safer handling, 
ceiling high stacking, faster 8-way entry for fork 
truck plus the advantages of content visibility for 
speedy inventory. 


For Full Information on Palletainers... 
including names and locations of users, 
or for obligation-free consultation on 
Palletainer application in your plant— 
write, wire or call Union Steel, today! 


eeeeeeeeene. 
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Bulk-Lode 


manufactured only by: ‘ 


UNION STEEL PRODUCTS CoO. 


ALBION, MICHIGAN . 
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Production Foundry Reports: 


Amazing Results with NEW Fume-Free... 


FOUNDREZ 7605 
BINDER 


“Our use of FounDREz 7605 has been extremely profit- 
able for us. Its fume-free property alone would justify 
its use... having solved a serious employee turnover 
problem.” This statement is made by Mr. William E. 
Virgin, factory superintendent of Samuel Eastman 
Company, Inc., Concord, New Hampshire. 


But that’s not all Mr. Virgin has to say about this 
Reichhold amino-aldehyde thermosetting core binder! 

“In addition, by converting to FOUNDREZ 7605, we in- 
creased our oven capacity by 75%, cut back our curing 
cycle by 50%, stepped up production per man-hour in 
the core department by 20%, reduced maintenance work 
on core-making equipment, reduced fuel oil cost and 
eliminated 85% of casting scrap caused by blows.” 


You can duplicate the savings made by the Samuel 
Eastman Company, which has been a manufacturer of 
fire fighting equipment since 1824. Use RCI Founprez 
7605 for core binding. Reichhold will deliver this unique 
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...0 smoke, drying 
cycle cut in half! 


liquid resin to you in tank cars, tank trucks or drums. 


Write to RCI for Technical Bulletin F-8 which gives 
full data on FounprREz 7605. 


REICHHOLD CHEMICALS, INC., 
RC! BUILDING, WHITE PLAINS, N.Y. 


REICHHOLD 


FOUNDRY PRODUCTS 


FOUNDREZ — Synthetic Resin Binders 


COROVIT — Self -curing Binders 
coRCiment— Core Oils 


Creative Chemistry... Your Partner in Progress 4 


FOUNDRY 





Industry Briefs 





ELTA Oil Products Co., Mil- 

waukee, has been sold to Wis- 

consin Independent Oil Co., and 
its name has been changed to Del- 
ta Oil Products Corp. J. A. Gitzen, 
former president, has become chair- 
man of the board, and W. T. Han- 
sen has been elected president. No 
changes in personnel or activities 
will be made, but the firm’s area 
of activities will be expanded. 


Wehr Steel Co. and Dings Mag- 
netic Separator Co., both of West 
Milwaukee, Wis., have merged. 
Wehr will be the surviving corpora- 
tion, and Dings will be a division. 
C. Frederick Wehr, president of 
Wehr, will become board chairman, 
and R. L. Manegold, president of 
Dings, will become president of 
Wehr and its subsidiaries. 


Utica Metals Div., Kelsey-Hayes 
Co., is constructing a new vacuum 
melting plant at a location 5 miles 
southwest of Utica, N. Y. To be in 
full production by March 1, the new 
facilities contain 110,000 sq ft of 
floor space and will cost more than 
$3 million. 


Borden Chemical Co., division of 
the Borden Co., is the new name 
of the former Chemical Div., Bor- 
den Co. The company’s chemical 
operations include 17 domestic and 
11 foreign plants, which manufac- 
ture formaldehyde, polyvinyl chlor- 
ide, resins, plastics, and other prod- 
ucts. 


Roots-Connersville Blower, divi- 
sion of Dresser Industries Inc., Con- 
nersville, Ind., has completed a ma- 
jor expansion of its main plant. The 
new department occupies 40,000 
sq ft and will be devoted exclusively 
to production of type AF rotary 
positive blowers, type XA rotary 
positive gas pumps, and rotary posi- 
tive displacement gas meters. 


Central Foundries Inc., Denison, 
Tex., has been granted a charter 
of incorporation with capital stock 


of $20,000. 


Durez Plastics Div., Hooker Elec- 
trochemical Co., North Tonawanda, 
N. Y., has opened a district sales 
office at Kenton, Ohio, site of its 
molding compounds plant. George 


aie 
SCALE MODELS AID FOUNDRY LAYOUT: Movements of these scale models 
are determining the flow procedure and equipment layout of the 300,000-sq-ft 


brass foundry being built in Braintree, Mass., by Walworth Co. The new plant 
will include a research and engineering center and also will replace facilities 


in use at the company’s present Boston Works. 


Scale models permit Wal- 


worth engineers to make and change layouts quickly and to judge the results 
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A. Shroyer has been named district 
manager for the area, which in- 
cludes Ohio, Michigan, and parts of 
Indiana, Pennsylvania, Kentucky, 
and Tennessee. Kenneth J. Fuoco 
now is in charge of the Detroit 
branch office. 


Baker Industrial Trucks, division 
of Otis Elevator Co., Cleveland, and 
Northland Equipment Co., Detroit, 
its Michigan representative, have ap- 
pointed Engineering & Materials 
Handling Industries, 487 West For- 
est Ave., Muskegon, Mich., as deal- 
ers for western Michigan. Arc Fabri- 
cating Co., 225 East Glendale Ave., 
Appleton, Wis., also has been ap- 
pointed to handle Baker fork trucks 
and cranes. 


Cecraft Mfg. Co. has been in- 
corporated at 418 East South St., 
Stoughton, Wis., to manufacture 
patterns and other products, with 
capital stock of $100,000. Incor- 
porators are Chester and Rose Mary 
Cich and Ben F. Peterson, all of 
4040 South Brust St., Milwaukee, 
Wis. 


Manning, Maxwell & Moore Inc., 
Shaw-Box Crane & Hoist Div., Mus- 
kegon, Mich., has opened a new 
fabrication and warehouse facility 
at 8401 Mosley Rd., Houston, Tex. 
It covers 7000 square feet of floor 
space. 


Beloit Eastern Corp. is nearing 
completion of an extensive expan- 
sion and modernization program at 
its plant in Downington, Pa. Several 
pieces of new equipment were 
added to the revamped gray iron 
foundry. 


Ohio Steel Foundry Co., Spring- 
field, Ohio, plans an $80,000 addi- 
tion to its plant, to be finished by 
June or July. The addition will 
be made to the company’s high- 
alloy foundry. 


Walker Machine & Foundry 
Corp., Norwich, Va., is constructing 
a $16,000, 1600-sq-ft building to 


house the corporation’s offices. 


American Air Filter Co., Louis- 
ville, has formally completed, 
through an exchange of common 
stock, the acquisition of Kennard 
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Corp., St. Louis, manufacturer of 
heating and cooling coils and heat- 
ing, ventilating, and cooling units. 


Cardinal Foundry & Supply Co. 
has been incorporated at Cleveland 
with 250 shares no par common 
stock. H.H. Kahn, National City— 
E. Sixth Bldg., is agent. 


__Daehling Pattern Works Inc., 
1752 A. West Hicks St., West Allis, 
Wis., has been formed with 100 


shares of no par value. Incorpora- 
tor is P. W. Daehling, 1210 South 
73rd St., West Allis 14, Wis. 


Engineered Castings Co., Long- 
view, Tex., has begun production 
of gray iron castings in a 40 x 100- 
ft building on a 3.97-acre site in 
the Longview industrial park. David 
W. Harris, of Longview, is owner. 


Valentine Div., A. P. Green Fire 
Brick Co., has opened its new semi- 


silica firebrick plant at Woodbridge, 
N. J. The new $1.5 million plant 
employs 150 people and replaces a 
plant almost wiped out by fire in 
October, 1956. 


Air Flow Co., 1523 Grange St., 
Philadelphia, Pa. has been ap- 
pointed to represent the Galland- 
Henning Nopak Div., Milwaukee. 
Air Flow Co., will handle the com- 
plete line of Nopak air and hydrau- 
lic valves and cylinders. 
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Mold for Making Repair Part 
Uses CO2 Process Draw-Backs 


By HENRY M. GRIFFOUL 
San Jose, Calif. 


EMERGENCY ORDERS for making castings 
to replace broken parts often are a challenge to 
a foundryman. Such was the case with a large 
screw used in a cannery which had to stop pro- 
duction when the screw broke. Downtime was 
minimized when the foundry was able to make 
and deliver the new screw in 5 hr. 

The broken screw was laid in a_ shallow 
trough fixture made by nailing two pieces of 
wood together. This held the screw in a straight 
line while it was bedded in a false drag. The 
green bedding sand was rammed firmly and the 
parting well defined as shown in Fig. 1. 

Then, as shown in Fig. 2, draw-backs were 
rammed with sodium silicate-bonded sand on 
top of the false drag on each side of the screw. 
Each draw-back contained two vertical runners 


to conduct metal to the real drag and two L- 
shaped hooks to facilitate drawing. Rods em- 
bedded in the draw-backs helped to distribute 
the load on the hooks and keep them from 
pulling out. The top hooks carried the weight 
of the draw-backs, and the side hooks guided it 
during the draw. 

The screw was rapped before the draw-backs 
were gassed to facilitate the draw. Parting com- 
pound was used freely over the draw-backs. 

The cope was rammed with green sand in the 
usual way (Fig. 3) then the mold was rolled 
over. The false drag was lifted and thrown 
away, the parting finished and the drag rammed. 
Then the mold was rolled over again, and the 
cope drawn off. The draw-backs were lifted a 
little at a time with a backward pull on the 
horizontal hooks. Finally, the broken screw, 
which served as the pattern, was removed. The 
mold was dressed, gated, skin dried and closed, 
ready for pouring with manganese bronze. 
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Here's real high production! Pictured above is a 4-part 

core box. Combination vertical! and horizontal parting 

ws fixtures open and close the box in 4 directions and eject 
With the — finished shell core complete, ready for immediate use. 


AUTOMATIC 


“BLO-CORE™ SHELL MACHINE 


Outstanding ‘BLO-CORE”’ Features: 
e Core boxes up to 15” x 20” x 30” high  Vertical-split Core Boxes Write today for full particulars on 


e Mold boxes up to 20” x 30” x 16” draw  4-part draw split Core Boxes ‘BLO-CORE” Model HI-1824. Ask for 


e Horizontally-parted Mold Boxes © Two station Rotary Operation. NO OVENS Bulletin CS-57. 


PRODUCTS COMPANY, Inc. 


AFFILIATED WITH 
Barber-Greene 


18656 FITZPATRICK }é DETROIT 28, MICHIGAN, U.S.A. 
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CEDAR HEIGHTS 
BONDING CLAY 

A plastic bonding agent 
produced in No. 8, 12, 16 « 
20, 30, and 50 meshes. 


CEDAR HEIGHTS 
AIRFLOATED CLAY 
Highly refined, artificially 
dried. Ground to 200 mesh. 


CEDAR HEIGHTS 
FIRE CLAY 
High in refractory value, 
smooth clean texture. Produced 
in No. 8, 12, 16 and 20 meshes. 


s& 
CEDAR HEIGHTS CLAY C) 


for better castings 


. start with clean molds made with sand containing 
superior Cedar Heights bonding agents. 

These super-refined clays from the world’s finest clay 
deposits help to produce molds with higher green 
strength . . . higher dry strength with a minimum of 
shrinkage . . . higher hot strength. 

Castings peel clean with a fine finish . . . have fewer 
pinholes . . . less rejects. 

For proof of Cedar Heights quality and performance 
make a test mold in your own laboratory or foundry 
operation. Contact your distributor or write for free test 


samples. 


_ 


SSMOUp, 
y* COMPANY 
‘.. 


Wri 
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Left—Principal equipment used in determining the 


liquid limit of bentonite. 


Center—Cutting groove 


in the slurry with scribing tool. Right—Jolting slurry 
in test pan to close the groove 


Chart of two tests gives reading for liquid limit 
(Photos courtesy of the Unitcast Corp., Toledo, O.) 


New Testing Method 
Included in Western 


BENTONITE SPECIFICATION 


TENTATIVE specification for 
users of western bentonite, one 
of several issued or in course of 
preparation by the Specifications 
Committee of the Steel Founders’ 
Society of America (see January 
Founpry, p. 128), includes the use 
of a newly developed procedure and 
testing apparatus for determination 
of the material’s liquid limit. 
Technical Requirements—Ben- 
tonite properties covered and values 
fixed by the specification (SFSA 
Designation: 13T) include these: 
1. Moisture—6 per cent mini- 
mum, 12 per cent maximum. 
2. pH value—8.2 or higher. 
3. Calcium oxide content—not 
more than 0.70 per cent. 
4. Liquid limit—not less than 
525, with no maximum value speci- 


fied. 
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Methods of determining the above 
values are spelled out in the speci- 
fication. The method for liquid limit 
testing was developed for the so- 
ciety at Massachusetts Institute of 
Technology during the course of re- 
search studies on clays for binding 
steel foundry sands. Apparatus re- 
quired includes a high-speed mixer 
for preparing the slurry and a device 
for grooving and jolting the sam- 
ple, as shown in the accompanying 
illustrations. 

Liquid limit is defined as the wa- 
ter content of a mixture requiring 
25 blows or jolts of the test cup to 
close the groove made by the scrib- 
ing tool. Water content is the 
weight of water in the slurry, di- 
vided by the weight of the benton- 
ite added to the slurry, times 100. 

The water content for 25 blows 


is determined by plotting on a semi- 
logarithmic chart the water content 
vs. the number of blows required 
for two different slurries —one in 
the range of 9 to 20 blows, the 
other 30 to 40. From a line drawn 
between the two points, a reading 
for the 25-blow line can be taken. 
In the case illustrated here, the two 
tests required 17 and 30 blows, re- 
spectively. Corresponding water 
contents were 660 and 615. A con- 
necting line intersects the 25-blow 
line at 630, which is the liquid limit. 

Equipment used in this test may 
be purchased from Soiltest Inc., 
4711 West North Ave., Chicago 39, 
Ill. Copies of the complete specifi- 
cation are available from the Steel 
Founders’ Society of America, 606 
Terminal Tower, Cleveland 13, 
Ohio, for 25 cents each. 
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News Views 


CORE SHOOTER: Fritz Hansberg, Modena, Italy, in- 
ventor of the Hansberg shooter for which U. S. manu- 
facturing and sales rights are held by Davenport Ma- 
chine & Foundry Co., recently was in this country. 
Above he is operating a shooter at the Frank Foundries 
Corp., Moline, Ill. Others, left to right, are W. A. Geis- 
ler, Davenport Foundry Equipment Div. sales manager, 
George C. Schebler and George Phillips, Chevrolet-Sagi- 
naw Grey Iron Foundry Div., GMC, Saginaw, Mich. 


FOUNDRY VETERAN: Vincent Jobson, chairman and 
managing director, Qualcast Ltd. of England, recently 
completed 53 years in the iron foundry industry. The 
British Seana of Ironfoundry Associations marked the 
event and Mr. Jobson’s long service on its executive bodies 
with a presentation in London on Jan. 23. It was made 
by N. P. Newman (right), chairman of the council. Mr. 
Jobson, 71, is still fully active in the control and di- 
rection of his companies. 


PAST PRESIDENTS: Chicago Chapter of AFS 
recently honored these ten past presidents. Left 
to right: James Thomson, Harold Johnson, L. 
H. Rudesill, W. D. MacMillan, C. V. Nass, 
John Owen, J. A. Rassenfoss, R. L. Doelman, 
J. T. Moore, R. P. Schauss 


NEW PLANT: Link-Belt Co. officially opened 
this new Los Angeles plant recently. It more 
than doubles former capacity for manufactur- 
ing material handling equipment, also houses 
engineering and district sales offices, and a 
branch store. It has 92,000 square feet of floor 
space. 
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FOR HALF A CENTURY MANUFACTURERS HAVE DEPENDED 


Accurate, uniform molds 
. true to pattern... 


Smooth, sensitive oper- 
ation . . . dependable 
performance 

Long life 

Low upkeep 


Simple controls 


Push button or manual 
operation 


Automatic Jolt & Squedze 
timing 


Permanent alignment 
Forced lubrication 


Sections heavily ribbed 
for added strength 


Guide pins and bushings 
steel hardened and 


ground 


Pneumatic pattern draw 





ON NICHOLLS FOR THE BEST IN MOLDING EQUIPMENT. 


Large or small, stationary or portable, manual or automatic, Nicholls Molding 
Machines are precision engineered to give you better molds at lower costs . . . to 


eliminate dangerous risks, save manhours, increase production. 








|) NICHOBTS 


WM. H. NICHOLLS CO., INC. ¢ Richmond Hill 18, L. |., N. Y. 


On Automatic 
Machines 





Air-operated car-type 
squeeze heads 


Tiberi milk) @macliftis mac) ie 
out device 


Measuring sand hopper 
Flask feed-in elevator 
Flask indexing device 
Sand spill upset 


Mold turnover and trans- 
fer 


Write, wire or phone 
for complete informa- 
tion, detailed speci- 
fications and prices. 


Virginia 9-0064 


By RALPH L. LEE, President 








“No man can even begin to do his detailed, routine tasks as they 
should be done until he is recognized properly as an individual” 


Thoughts about the Anonymous “They” 


T’S BEEN pretty much nip and 
tuck here at the Lee Hobby 
Foundry. There are so darned 

many interruptions! Between tele- 
phone calls, must-letters to be an- 
swered, and out-of-town speeches 
to make, things get rather hectic. 
But, even so, the one-man organiza- 
tion manages to get out some cast- 
ings, and, if I do say it myself, some 
pretty good ones. Last night at 11 
o'clock, after a trip to Salt Lake 
City, I finished the last of a lot of 
21. Outside of a little dirt in an in- 
conspicuous place on one of them, 
they turned out very well. 

I haven’t quite figured out what 
happens when I get home after 
hours of sitting in a plane, pretty 
well pooped out from shaking hands 
with everybody and his uncle at a 
convention, making a speech, listen- 
ing, and philosophizing. But let 
me get up there in the Lee Hobby 
Foundry, and suddenly I feel the 
thrill of life along my keel(Long- 
fellow). The hands of the clock go 
around like crazy, and the next 
thing I know, the intercom buzzes 
and Mother (that’s Mrs. Lee, chair- 
man of the board) says, “For heav- 
en’s sake, aren’t you ever going to 
bed?” 

Depends on the Viewpoint — 
Shoveling the heap of sand over 
three or four times isn’t what you’d 
call romantic, getting in the bottom 
boards lacks sex appeal, lining up 
the jackets and weights might be 
called plain unadulterated labor, 
and so could loading the pot with 
metal, lighting the furnace, molding, 
pouring, shakeout, and cleaning. 
But they aren’t to me, for they all 
are necessary to a good cause, one 
in which I’m very much interested. 
In addition, I like to exercise what 
little knowhow and skill I have in 
this mysterious and intriguing field 
of founding. 

Although I frequently am called 
a foundry fanatic, I don’t believe 
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that my enthusiasm would continue 
at its present high level if my work 
in the Lee Hobby Foundry were 
limited to shoveling sand or to any 
single one of the many, indispens- 
able operations involved in making 
castings. 

And let’s say that if conditions 
beyond my control forced me to be- 
come a sandman exclusively, I might 
manage to hold on if enough lati- 
tude was given me for using my 
judgment, making a few mistakes, 
or distinguishing myself by coming 
through in a pinch. But hamstring 
me as far as choice is concerned and 
lock me into some sort of synchro- 
nous, motor - controlled, system - 
bound, button-pushing sentinal spot, 
and I’d go plumb goofy inside of a 
week. 

Faced with an order for castings 
to make and wholly absorbed in all 
of the operations required, both in- 
teresting and routine, I can see the 
number I still have to make going 


“A man’s c man, for a’ that’ 


* ERRNO DSA: FESS OTR MOIRA 
Lee Hobby Foundry 
Birmingham, Mich 


down as the number I’ve finished 
builds up—an unmistakable measure 
of my accomplishment—either a 
fair, good, or excellent accomplish- 
ment, but mine, by heck, and only 
mine. 

Monotony a Culprit — I don’t 
think there is any question that 
barely sufferable monotony is the 
hidden and underlying cause of a 
great deal of our labor relations 
shenanigans. At least, it fertilizes 
the ground for their thriving. On 
the other hand, we are likely to 
think, “But hold on a minute, boy, 
we mustn’t forget that all people 
aren’t alike. They like to have 
everything all set for them; they 
like routine.” I don’t think there is 
any question of this being the case, 
but no one knows just where the 
point of diminishing returns on the 
monotony curve is for each in- 
dividual. 

A wholly inaccurate guess as to 
the proportion of folks who thrive 
on monotony certainly could put a 
department or an organization at a 
terrific disadvantage in comparison 
with those operated on the basis of 
facts. And to ignore the possibility 
of a production-throttling, scrap- 
producing (both kinds) point of 
diminishing return on the monotony 
curve could be almost foolhardy it 
seems to me. 

Here is an area wholly within 
our hands as we go about our labor- 
saving business. Our time and mo- 
tion study boys—and all power to 
them—and our quality control tech- 
nicians—and all power to them 
also—are hired to split hairs in the 
breaking down of our essential op- 
erations into foolproof fragments. 
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Pre-Convention 
Issue... 


Including a timely 


EDITORIAL FEATURE PACKAGE 
entirely devoted to the theme .. . 











Are You Paying for 
Equipment You Don’t Have? 








eee 

to be distributed to more = 2.0 
foundrymen than any issue in our 
66 years of serving the industry: 

. . £ « + + fe 


Over 20,000 copies! Issue will be 


mailed April 30, 1958 and dis- 

tributed at the Cleveland AFS 

Castings Congress and Foundry wiht 
Show, May 19-23. 





CLEVELAND 
CONVENTION 


‘ 
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Pictorial review of new and improved Feature Stories and Regular Departments 
foundry equipment to be seen at this 
year’s Show. : , , 
: Late News insert, Questions and Answers, selected fea- 
Convention Program and highlights of ture stories on technical foundry subjects and regular 
the meeting. departments will appear as usual. 


Medal Award Winners. 


AMERICAN FOUNDRYMEN’S SOCIETY 
‘astings Congress and Foundry Show 
Cleveland Public Auditorium 
May 19 to 23, 1958 


Coming in July—FOUNDRY’s Annual Post-Convention issue . . . 


rhe news and technical story of the Cleveland convention and 
technical sessions will be special features of the 


July Post-Convention issue of FOUNDRY 
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HE first of eight regional, three- 
day sales training clinics for gray 
and ductile iron castings salesmen 
was held Jan. 8-10 at the Hotel Car- 
ter, Cleveland. Castings salesmen 
from seven midwest states and Can- 
ada participated. 

Sponsored and conducted by the 
Gray Iron Founders’ Society, the 
clinics were designed to upgrade 
both new and experienced salesmen 
in the arts of progressive selling of 
gray and ductile iron castings. 

Subject matter covered includes 
Metallurgy and Properties of Gray 
and Ductile Irons; Design of Cast- 
ings; Pattern Equipment; Competi- 
tive Materials and Processes—Rela- 
tive Costs; Cost Systems; Prepara- 
tion and Approach in Making a 
Sale; How to Overcome Objections; 
and How To Plan Sales Time. 





GIFS Sponsors 


Sales Training Clinics 















Left to right, R. C. Meloy, GIFS marketing director; 
W. E. Burton, sales manager, Canada Iron Foundries; 
J. E. Detzel, sales representative, General Electric 
Co.; Harry Aldrich, sales engineer, Springfield Foundry 


Instructing the clinics were two 
Gray Iron Founders’ Society staff 
members—Charles F. Walton, tech- 
nical director, and Richard C. 
Meloy, marketing director. 

The Cleveland clinic was the first 
of a series scheduled-during January 
and February in Philadelphia, Chi- 





cago, Milwaukee, St. Louis, Hamil- 
ton, Ont., and San Francisco. The 
final session will be held Mar. 3-5 
in Cincinnati at the Gibson Hotel. 

Individual classes were limited to 
20 men to encourage maximum par- 
ticipation, and only 40 applications 
were accepted for each clinic. 





But I’m not so sure that their tech- 
nical handbooks contain reliable 
data as to the monotony curve or 
the increased productivity that can 
come solely from the down-inside 
feel of letting oneself go all out. 
Only One of His Kind—I would 
be silly to ignore the fact that 
mechanization is here to stay, but 
it also in my opinion is downright 
silly to think that anyone can do 
his best without some opportunity 
for distinguishing himself as a sepa- 
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rate and distinct individual. Of one 
thing we may be sure: No matter 
how humble the task he performs, 
or how readily he can be replaced, 
he can’t even begin to do his de- 
tailed and routine tasks as they 
should be done unless he regularly 
is recognized by his powers that be 
as, for example, Joe Cazinski, the 
only one of his kind in all the world. 
Employee No. 377 on the night 
shift, a member of the group re- 
ferred to as “They,” will not do. 





Sometimes it almost makes a fel- 
low weep when he thinks of a gang 
living under the same roof, spend- 
ing more time together than they 
spend anywhere else, actually rub- 
bing shoulders together, yet in sort 
of an armed truce with a wholly 
imaginary fence running down 
through the place with those on 
either side thinking of and referring 
to those on the other hand as They. 
It just isn’t natural; it’s downright 
artificial. 
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Elmer Braun, works manager, wel- 
comes visitors to the conference 


Foundry Progress Cited in 


CASTING DESIGN 
CONFERENCES 


ENTRAL Foundry Division of 

General Motors Corp., through 

a series of conferences, is giving 
designers and users of castings a 
better understanding of how cast 
components can be used most ef- 
fectively. 

Speakers at the conferences ex- 
plain the most economical and ef- 
fective ways of designing castings 
and describe the significant new 
developments in foundry practices. 
Invitations to conferences held to 
date have attracted an enthusiastic 
response and capacity audiences. 

The series of one-day meetings 
was inaugurated last December at 


Visiting the Experimental and Development Dept. and its stress analysis 
laboratory. John L. Flitz explains stress analysis use in design work 


the Saginaw Malleable Iron Plant, 
Saginaw, Mich., and is being con- 
tinued there into this year. Later, 
similar conferences are planned to 
be held at the Defiance, Ohio, and 
Danville, IIll., foundries for custo- 
mers in the marketing areas of those 
plants. 

According to Central Foundry Di- 
vision officials, the strong interest 
being shown in the conferences in- 
dicates a definite need for a better 
understanding among consumers of 
modern foundry techniques and 
processes. They feel that the in- 
formation developed at the sessions 
will result in an improved working 
relationship between customer en- 
gineers and foundry engineers which 
can be translated into quality im- 
provement and cost savings. 

Elmer E. Braun, Central Found- 
ry Division works manager, has 
been program chairman of the first 
conferences at Saginaw. He has 
been assisted by members of the 
Saginaw staff in the presentation 
of seven talks and in a guided tour 
of the foundry. Following are sub- 
jects covered in the discussions: 

Foundry Terms, Molding Meth- 
ods and Castings Procedures, by 
George A. Hach, product develop- 
ment engineer. This talk is an 
orientation for those not familiar 
with foundry operation. It covers 
basic foundry terminology and mold- 
ing methods, types of equipment 


Part of the audience, which heard 
talks on casting design and use 
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Pittsburgh Coke & Chemical Company takes special care 
to meetone foundry coke of exceptionally high and uniform 
j quality. 

And that means, among many other things, the selection 
and scientific blending of clean, washed coals containing a 
high percentage of low volatile Pocahontas. The result is a 
dense, strong uniform coke that has more fixed carbon and 
less ash and sulphur. 

The final proof of quality is in your cupola. NEVILLE 
Foundry Coke provides maximum temperature at the nose 
of the tuyere to give you hotter, cleaner, more fluid iron. 

The sale and use of NEVILLE Foundry Coke is backed 
by an experienced staff of Sales Representatives and Service 
Engineers familiar with cupola problems. We’d like to help 
you with your problems. Call or write today! 
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Neville Pig Iron and Neville Coke for the Foundry Trade 


COKE © PIG IRON © CEMENT © COAL CHEMICALS © PROTECTIVE COATINGS © PLASTICIZERS © ACTIVATED CARBON 
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PREFABRICATED SLEEVES* 
for better castings ...all the time! 
Foseco FEEDEX, exothermic anti-piping sleeves, offer your foundry advantages 
you've never believed possible! FEEDEX sleeves 
@ eliminate shrinkage 

keep feed metal molten longer 

aid directional solidification 

permit reduction in riser size—more castings from each heat 


reduce melting and cleaning costs 
@ do not alter chemical and physical properties of the metal 


FEEDEX sleeves come in easy-to-store cartons, are available in a com- 
plete range of sizes and shapes for all metals. Ask us about applications 
in your foundry. 


*FEEDEX powder is available if you want to make up your own sleeves, feeding pads 
or other various shapes. 


FOUNDRY SERVICES, INC. 


2000 BRUCK STREET COLUMBUS 7, OHIO 
In Canada: FOUNDRY SERVICES (CANADA) LTD., 201-7 Alice $t., Guelph, Ontario 


Nome. 








Company. 


free leaflet giving all the 
facts about FOSECO 
Feedex. 


Address 





I 
| Send this coupon for your 
| 
I 
l 





ain lta cen ne cas ep 


138 Circle 646 on Page 51 





used at Central Foundry, and the 
company’s method of engineering, 
pricing, and getting equipment 
ready for production. 

Use of Cobalt 60, by D. F. Rich- 
ter, superintendent, experimental 
and development department. Em- 
phasis is placed on use of radiog- 
raphy to improve gating and feed- 
ing systems, thereby improving cast- 
ing quality and reducing production 
costs. 

Fundamentals and Examples of 
Design Improvements, by John L. 
Flitz, product development engineer. 
Suggestions are offered the design 
engineer on many ways in which 
it is possible to reduce the cost of 
a casting through proper design. 

Selecting the Best Iron for the 
Job, by Carl F. Joseph, technical 
director. This talk covers the wide 
range of physical characteristics and 
properties available in gray iron 
and malleable iron and the need 
for careful selection for a proposed 
application. It includes a descrip- 
tion of Central Foundry’s newest 
type of pearlitic malleable iron. 
This recently introduced grade, 
known as ArmaSteel 88 M, was de- 
veloped to provide a material hav- 
ing higher strength and wear re- 
sistance, plus good machining char- 
acteristics. It has a tensile strength 
of 105,000 psi, minimum yield of 
85,000 psi, and minimum elonga- 
tion of 2 per cent. In several auto- 
motive applications it has replaced 
alloy steel forgings. 

When To Use Shell Castings, by 
C. D. Evans, product development 
engineer. Examples are presented 
of the types of castings best adapted 
to production by the process and 
cases in which its use is not war- 
ranted. 

Plus or Minus Tolerances, by 
Harold G. Sieggreen, chief engineer. 
Normal casting tolerances which can 
be met are explained, together with 
a discussion of how the designer can 
help prevent or minimize variations 
in casting dimensions. 


Aluminum Association Elects 


Officers at Annual Meeting 


S. D. Den Uyl, president, Bohn 
Aluminum & Brass Corp., Detroit, 
was re-elected president of the 
Aluminum Association at its re- 
cent annual meeting in New York. 
Everett G. Fahlman, president, the 
Permold Co., Medina, Ohio, was 
re-elected chairman of the board. 

Elected directors at large for three 
years were: Irving Lipkowitz, assist- 
ant to the president, Reynolds Met- 
als Co., New York, and Louis Lippa, 
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president, Apex Smelting Co., Chi- 
cago. D. A. Rhoades, vice presi- 
dent-general manager, Kaiser Alumi- 
num & Chemical Corp., Oakland, 
Calif., was re-elected to a three- 
year term as director at large. 

Frederick A. Merliss, United 
Smelting & Aluminum Co., New 
Haven, Conn., was elected a vice 
president. Two other association 
vice presidents were re-elected: Rus- 
sel B. Caples, president, Anaconda 
Aluminum Co., New York, and 
Frank R. Nichols, president, Nichols 
Wire & Aluminum Co., Davenport, 
Iowa. 

The association’s five active com- 
modity divisions also held sessions 
and elected officers during the three- 
day meeting. 

In meetings of the Foundry Di- 
vision J. E. Fahlman, executive 
vice president, the Permold Co., 
Medina, Ohio, was elected chair- 
man; Arthur L. Fischer, president, 
Fischer Casting Co., Dunellen, N. J., 
was named vice chairman, and Ed- 
ward C. Bloomberg, president, Mon- 
arch Aluminum Mfg. Co., Cleve- 
land, was re-elected division repre- 
sentative on the association’s board 
of directors. 


New Abrasives Society Plans 
To Expand Its Activities 


Membership of the American So- 
ciety for Abrasives has grown to 
more than 500, it was revealed at 
its first annual meeting held in New 
York recently. An independent 
technical association dealing solely 
with abrasives, it was organized in 
November, 1956. 

The society plans to establish 
chapters in Cleveland, Chicago, and 
St. Louis, supplementing eight now 
operating in Connecticut, Boston, 
Reading, Pa., Pittsburgh, western 
Michigan, Detroit, northern New 
Jersey, and Long Island. 

Officers are: National chairman, 
Ted J. O'Connell, Macklin Co., 
Jackson, Mich.; president, John Y. 
Arnold, Carpenter Steel Co., Read- 
ing, Pa.; vice president, Raymond 
E. Ryder, General Electric Co., 
Lynn, Mass.; secretary and general 
counsel, Jan L. Deelman, Reading, 
Pa.; treasurer, Willard J. Miller, 
Reading, Pa. 

Organized “to encourage and fos- 
ter the study, uses, application, and 
improvement of abrasives,” the so- 
ciety also seeks to encourage under- 
standing and association between 
makers and users of abrasives. It 
contemplates development of a re- 
search department, uniform stand- 
ards for abrasives, and training pro- 
grams. 
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OISTS 


Unequalled for tough jobs, these 
hoists are unaffected by hot, 
corrosive, or wet atmospheres and 
are explosion and shock proof. 


They are available in two ca- 
pacities. The 1/)-ton size weighs 
only 39 lbs., and the l-ton size 
weighs only 55 lbs. Fully-loaded 
lifting speeds are 40 fpm and 
20 fpm respectively, and both 
units are available with either 
link or roller chain. 


Ask your Ingersoll-Rand AIR- 
engineer to demonstrate these 
new “light weight leaders’’ in 
the complete line of Ingersoll- 
Rand air hoists from 200 lbs. to 
24,000 lbs. capacity. Ingersoll- 
Rand, 11 Broadway, New 
York 4, N. Y. 


Send for free copy 
of new Lightweight 
Air Hoist Bulletin 
Form 5224. 


Tools plus AlRengineering 


increase output per man 


Circle 647 on Page 51 





SIMONDS 


ABRASIVE CO. 


as | 


. | Grinding Wheels 
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For Savings and Efficiency 


eee on ALL your grinding jobs 


Grinding wheels for fast stock removal or micro-finish- 
ing! Toolroom wheels with new SA Borolon abrasive for 
improved cutting action! Portables with new IL Bond for 
longer wheel wear, better grinding! These, plus mounted 
wheels and fast long-wearing, non-burning cut-off wheels, 
are part of Simonds complete grinding wheel line — the 
line for consistently superior results with savings to match. 
Catalog bulletins on request. 


oF |... 


MOUNTED WHEELS 








TOOL AND CUTTER 











0 


6 } iS 3 PORTABLES 


Resinoid 


REINFORCED 
RESINOID 


Rubber Bonded 


CUT-OFF 





CALL YOUR SIMONDS 


a SIMONDS ABRASIVE COMPANY 


Dp ependable know-how 


Q sick suiy 
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EQUIPMENT AND SUPPLIES 
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CO. SAND MULLER 


Muller operates without springs, 
rollers, or wheels and is reported to 
provide a thorough, gentle action 
which saves up to 30 per cent of 
binder. Capacity loads are mulled 


within 76 seconds after introduction 
of binder. 

Construction of the Rapid Muller, 
with only one rotating part, as- 
sertedly minimizes cleaning and 
maintenance problems. Unit weighs 
900 lb and occupies 7 sq ft of floor 
space. All parts are housed in the 
base. Six sizes are available, in ca- 
pacities from 15 to 1200 lb.—Carver 
Foundry Products Corp., Muscatine, 


Iowa. 
For More Details Circle No. 401—Page 167 


DISC FILING MACHINE 

Disc filing machine is said to pro- 
vide quick, accurate removal of 
metal, wood, and plastics. It may 
be equipped with two discs at one 
time, ranging in size from 314 to 
12 in., and discs are available in 
many different cuts. All come with 
ground teeth which may be re- 
sharpened by grinding. 

The worktable of the unit pro- 
vides for mounting fixtures or spe- 
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cial sliding tables for special opera- 
tions. Deburring operations can be 
accomplished quickly with negli- 
gible handling, it is claimed. A 1-hp 
motor turns discs at 175, 250, 310, 
370, and 410 rpm.—Jersey Mfg. Co., 
Livingston St., Elizabeth, N. J. 
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TILTING FURNACES 


New line of nose-pour furnaces 
is available with hydraulic tilting 
mechanism. Furnaces are designed 
for use when large sand castings 
are poured or when molten metal 
is to be transferred to either a 
holding furnace or a large ladle. 
All are of double-chamber, dry- 
hearth design. Capacities available 
are 600, 750, 1000, and 2000 Ib per 


hour. Larger sizes usually are 





For More Details 
on These Items 
Use Reply Card 

— Page 167 





equipped with the hydraulic tilt- 
ing mechanism and can be pro- 
vided with dipout vestibule in ad- 
dition to pouring spout. 

Because cold metal never is 
charged into the dry hearth, there 
is said to be no gassing or over- 
heating of metal. Holding bath tem- 
perature is sensed by a thermo- 





Machine Blows or Shoots Any Type of Core 


Demmler 70 is a heavy duty, 
high-speed production coreblow- 
er-shooter. It blows or shoots 
any type of core in weights from 
a few ounces to 10 Ib, into either 
wood or metal coreboxes. The 
unit features a sleeve-type sta- 
tionary magazine with special slot 
design to provide efficient opera- 
tion. 

One push of the operating lever 
puts the machine through a com- 
plete cycle. Diaphragms for the 
blow valve can be replaced easily. 
The blow plate has a quick- 
change feature, and the shoot 
heads are interchangeable in sec- 
onds without the use of wrenches. 
The 6-in. draw stroke originates 
from a fully enclosed draw 
mechanism said to be mainte- 
nance-free. 

A safety device is used to make 
the entire machine inoperative 
unless the corebox is located 





properly. — Demmler Mfg. Co., 
Kewanee, IIl. 
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couple in the dipout vestibule and 
is controlled within close limits. 
Molten metal from the dry hearth 
enters the holding bath in a con- 
tinuous trickle at the same tempera- 
ture as the bath—Combustion Div., 
Eclipse Fuel Engineering Co., Rock- 
ford, Ill. 
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ALUMINUM ALLOY PIG 


Aluminum standard alloy pig 
now is available in two new small 
sizes, 10 lb and 30 lb. The new 
sizes are available, like the regular 
50-lb alloy pig, in the following 
alloys: 2312, A2312, 2393 and 2364. 
They are intended particularly for 
users who cannot handle the 50-lb 
size because of equipment limita- 
tions.—Kaiser Aluminum & Chemi- 
cal Sales Inc., 919 N. Michigan 
Ave., Chicago 11, IIl. 
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MARKING NAILS 

Marking nails are made to order 
for such purposes as marking pat- 
terns, identifying company property, 
indicating installation dates, distin- 


guishing products, and other uses. 

Heads can be imprinted with a 
number, a letter, or a combination 
of each, either raised or depressed. 
Large nails can be supplied with 
an outer rim on the heads to pro- 
tect the marking. 





New 72-cu-ft Rotoblast barrel 
blast cleans loads weighing up to 
6 tons in 5 minutes. The 72 
Type GN barrel is equipped with 
two wheels, each capable of 
throwing 120,000 lb of abrasive 
per hour. Each wheel is pow- 
ered by a 40-hp motor, and heavy 
duty motors also are used to 
power the shaker conveyor, bar- 
rel door, and abrasive elevator. 
All operations are conducted au- 
tomatically from a control panel. 

To handle large, individual 
castings weighing more than a 
ton each, these barrels are 
equipped with an apron work 
conveyor of 11/-in. thick steel 
slats. Only two supporting chains 





Blast Barrel Cleans 6-Ton Load in 5 Minutes 





are used. Inaccessible center 
chains have been eliminated to 
reduce maintenance costs. 

A solid-plate, abrasive-tight 
door eliminates abrasive losses 
and permits economical use of 
premium quality abrasives. Wheel 
housings and blast chamber are 
lined completely with replaceable 
Wear-Resist alloy plates, and 
drum ends are manganese steel. 
The recleaning, abrasive cleaning 
system removes all sand and de- 
bris and maintains full abrasive 
efficiency. The barrel is 21 ft 
5 in. wide, 10 ft 11 in. deep, and 
23 ft high. — Pangborn Corp., 
Hagerstown, Md. 
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Suggested sizes range from No. 
12 gage (0.105 in. in diam) to 5/16 
in. in diam. Suggested head di- 
ameters range from 5/16 in. on the 
No. 12 gage nail to | in. on the 
5/16-in. nail. Lengths can run from 
34 to 7 in., respectively —John Has- 
sall Inc., Westbury, Long Island, 
N. Y. 
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DRY-ABRASIVE CUTTER 

Model 28 Sever-All dry-abrasive 
cutter is claimed to provide high 
cutting capacity for a wide range of 
materials, including almost any 
metal. The unit is equipped with a 
heavy duty, 10-hp, 3600-rpm mo- 
tor which provides spindle speed of 


2450 rpm. It can handle solid steels 
up to 4 in. square, 6-in. angles, 
8-in. channels, and 4-in. OD pipe 
or tubing at 90 degrees to axis. 
Available in both portable and 
stationary models, the cutter is bas- 
ically an oscillating-type unit in 
which the wheel and workpieces are 
fed manually by the operator. The 
wheel is lowered with a hand lever. 
With oscillation, the amount of 
abrasive wheel contact is reduced, 
and cutting is performed with mini- 
mum wheel pressure and without 
burn at a rate of 2 to 5 seconds per 
square inch. — American Chain & 
Cable Co., 929 Connecticut Ave., 
Bridgeport 2, Conn. 
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DRUM SANDER 


Cone-Loc drum sander permits 
use of ordinary strips of coated 
abrasive rather than endless belts. 
Abrasive strips can be wrapped 
quickly and easily around the 
sander, hooked over pins, and 
locked into a solid abrasive drum. 
Easy interchange of coated abrasive 
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in grits from coarse to fine facili- 
tates use of the single tool for all 
stages of metal removal, grinding, 
and polishing. 

A cone-shaped locking washer 
keeps halves together during op- 
eration. The device is reported to 
be completely safe at speeds up to 
6000 rpm, and it is said to func- 
tion without bump or irregular 
grinding action. Various sizes are 
available for different applications. 
—American Diamond Saw Sales, 
120 N.W. Ninth Ave., Portland 9, 
Oreg. 
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CONVEYOR PULLEYS 


Self-cleaning steel conveyor pul- 
leys are available immediately in 
3000 standard sizes and according 
to individual specifications. Sizes 


range from 8 to 60-in. diam, 8 to 
66-in. face width, and 14 to 10-in. 
bores. Made with Dodge Taperlock 
bushings, they are said to insure 
longer belt life because the self- 
cleaning cone design eliminates ma- 
terial buildup between belt and 
pulley and prevents belt misalign- 
ment. The outer edge of each in- 
dividual wing is protected by a 
half-oval bar which reduces belt 
strain and provides maximum trac- 
tion —Van Gorp Mfg. Co., Box 123, 
Pella, Iowa. 
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BANTAM AIR HAMMER 


Bantam Bully air hammer is de- 
signed with a straight handle for 
easy, one-hand operation in close 
quarters or for blind-spot work. It 
also can be suspended from over- 
head reels for use on production 
lines. 

This hammer, Model SP-2-900B, 
is 714 in. long, weighs 20 oz and 
uses 6.5 cfm of air. Metering trigger 
permits operator to control blows 
from 0 to 13,000 per minute. Slip 
chuck snaps 24 tools in or out 
easily, and the tools can be locked 
in eight different positions. Con- 
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struction with only one moving part 
simplifies maintenance. — Superior 
Pneumatic & Mfg. Inc., 4758 War- 
ner Rd., Cleveland 25, Ohio. 
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INSPECTION LIGHTS 


Industrial inspection lights use 
handmade, miniature lamps de- 
signed for medical instruments to 


produce a sharp, clear beam of 
light free from filament shadows 
and other aberrations. Very small 
shaft and lamp diameters permit 
their use in cavities which other- 
wise could not be inspected vis- 
ually. 

These lights are available with 
spot or diffused beam, with short 
or long extension shafts, and with 
or without rotatable mirrors, mag- 


nifying lenses, and directional caps. 
Individual lights can be inter- 
changed instantly on a single han- 
dle, which serves as the power 
source. A rheostat on the handle 
varies light intensity —Welch Allyn 
Inc., Skaneateles Falls, N. Y. 
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HEIGHT BLOCKS 

Lightweight magnesium and alu- 
minum height blocks speed tooling 
and patternmaking operations 
through easier handling. They are 
available in 5, 10, 15, and 20-in. 
heights, with tops 8 in. square. 

Hand-scraped faces accurate to 
within 0.0001 in. are available as 
standard. Serrated steel plates for 
top and bottom are available ground 
to within 0.0005 in. — Challenge 
Machinery Co., Grand Haven, Mich. 
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GRINDING WHEEL SALVAGE 
Grinding wheel salvaging ma- 
chine resizes silicon carbide, dia- 
mond, and all other types of grind- 
ing wheels. Manufacturer claims 
that the device resizes and if nec- 
essary re-establishes the wheel’s 
bore in 15 to 20 minutes, depend- 
ing on wheel size. It also can be 
employed to size new wheels to 





Model 5000 hydraulic, heavy 
duty zinc diecasting machine has 
capacity of 7-lb shot in zinc. Con- 
struction features include 150-ton 
locking pressure, 21!/)-in. tiebars, 
24 x 24-in. steel platens, extra- 
large capacity melting furnace, 
manifold-mounted valves, and 





Diecasting Machine Is Heavy Duty Unit 


high cycling speed. 

When it is employed with a 
cold chamber attachment, it can 
be converted for operation with 
aluminum. — ABC Die Casting 
Machine Co., 400 E. 142nd St., 
Dolton, Ill. 
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meet any specific requirements. 

The machine can hanale wheels 
from 8 to 42 in. in diam and up to 
14 in. thick. It uses standard con- 
ical-type grinding wheel dressers, 
and cutting action is confined to 
crushing the wheel bonding. Drive 
is from a 71/-hp motor via V-belts. 
Spindle speed is variable from 125 
to 500 rpm—Machine Tool Div., 
Wickes Corp., 515 Washington, 
Saginaw, Mich. 
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VACUUM MELTING FURNACE 


Vacuum induction melting and 
casting furnace with four-chamber 
design features a mold tunnel for 
continuous direct casting of shapes 
or ingots under vacuum or inert 
gas atmosphere. It is made in ca- 
pacities from 300 to 5000 Ib of 
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steel, or equivalent volumes of other 
metals. 

The vacuum lock systems of these 
furnaces do not require breaking 
the vacuum in the main furnace 
chamber for the introduction or re- 
moval of molds. Among others, spe- 
cial modifications available include 
changes in melt capacity, changes 


in mold tunnel shape to accommo- 
date moids o: any size desired, and 
provision ior inert gas flushing of 
all four chambers to the pressures 
required.—Kinney Mfg. Div., New 
York Air Brake Co., 3529 Washing- 
ton St., Boston 30, Mass. 
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SANDBLAST NOZZLES 


High-alumina, ceramic sandblast 
nozzles are made in three different 
styles and five orifice sizes. Nozzles 


reportedly feature high strength and 
exceptional hardness to assure long 
service in handling abrasive streams. 
The nozzles are adaptable to a vari- 
ety of diversified applications, in- 
cluding industrial cleaning and fin- 
ishing.—Made by Diamonite Prod- 
ucts Mfg. Co., Canton 3, Ohio. 
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LUMINAIRE HANGER 


Disconnecting and lowering hang- 
er is for use with high-bay flu- 
orescent, mercury, and incandescent 
luminaires or clusters weighing from 
60 to 120 Ib. It features a multiple- 





Shell coreblower for the small 
foundry is a manually operated, 
2-station shuttle-type machine 
built to make a variety of cores 
on each end. Each station ac- 
commodates coreboxes up to 41% 
in. deep, 10 in. wide, and 15 in. 
long. Coated sand capacity is 
200 Ib. 

The unit requires only two 
valves. One raises the left table 
to seal the box to the sand car- 
rier and close the self-feeder; the 
other operates the blow head, 
giving the operator complete con- 
trol over the blow time required 
for each type of job. 

Each station has rollover action 
and is center pivoted. Heater 
vises are opened and closed by 
lever-and-cam action, assuring 


Shell Coreblower Offers 2-Station Operation 


positive seal of boxes during cur- 
ing. — Harrison Machine Co., 
Wesleyville, Erie, Pa. 
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fall pulley system with a 3-to-1 me- 
chanical advantage ior uandiine op- 
eration. One unskilled worxman can 
lower, relamp, clean, and reposition 
heavy, high-bay lignts within min- 
utes. 

Hangers are available with a va- 
riety of suspension assemblies to 
meet the requirements of diversified 
installations. They are Underwrit- 
ers’ rated and approved at 15 amp, 
600 v; 30 amp, 250 v, alternating 
current; and 10 amp, 250 v, direct 
current. — Thompson Electric Co., 
P.O. Box 873-AF, Cleveland 22, 
Ohibd. 
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HOT GAS WASHER 

Single-unit hot gas washer is 
claimed to eliminate most air pollu- 
tion problems and to resist temper- 
atures up to 2000° F. Hot, dust- 
laden gases enter at the inlet con- 
nection (A), where gases are sub- 
jected to fine water sprays which 
cool them and wet the particles (B). 
Centrifugal force causes particles to 
impinge on the wetted surface of 
the primary separation chamber 
(C). From the primary chamber, 
gases flow into the induced draft 


fan chamber (D), where particles 
impinge on the wetted surface. They 
flow down, are entrapped in wa- 
ter, and precipitate to the bottom 
of the settling tank. Water then is 
separated from the clean gases in 
what functions as a water elimi- 
nator chamber (E).—Lehigh Fan 
& Blower Div., Fuller Co., Cata- 


sauqua, Pa. 
For More Details Circle No. 416—Page 167 


CENTRALIZED LUBRICATION 


Miniature Accumite lubrication 
systems are for use on machinery 
with numerous bearings and limi- 
ted installation space. Heart of the 
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This Rockford Planer, like all Pyle equipment, is 
capable of virtually any patternmaking require- 
ments for high-production type castings. Oper- » + . we suggest you look to Pyle! Our business has been built 


ated by craftsmen averaging 16 years of ex- : ; . ay 
catenun, tn wilh salen ok tingoeted eine serving customers who accept nothing less than perfection, 


ment at Pyle guarantees top quality work, fin- 


Sohail senndh: ahidaneah aun: aaleaticleal Here every wooden model is prepared in flawless detail by 


men averaging 19 years of patternmaking experience. Our 
integrated foundry is designed, equipped and operated 
exclusively for pattern production. We have the lathes, 
radial drills, milling machines, planers and hydraulic or 
automatic duplicators to meet your every need. Meticulous 


Pe hand _ finishing and uncompromising inspection guarantee 
your complete satisfaction. 
Re For fifty years we’ve made patterns for America’s most qual- 


ity-conscious firms. May we have the pleasure of making 
RY L F: saa 
PATTERN AND MANUFACTURING COMPANY 


Muskegon Heights, Michigan 
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system is a miniature metering 
valve, slightly larger than a lubri- 
cation fitting, which services each 
bearing individually. It delivers a 
specified amount of lubricant to 
sach bearing in the system, regard- 
less of bearing clearance or dis- 
tance from the pump. Lubricant 
does not drain from the system 
when the machine is idle. 

Accumite systems can be actuated 
fully automatically by a power- 
driven pump; automatically con- 
trolled by a_ timeclock-solenoid 
mechanism; semiautomatically by a 


power-driven pump controlled by 
a manual push-pull valve; or by 
hand-operated pum p.— Alemite 
Div., Stewart-Warner Corp., Chi- 
cago 14, IIl. 
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BARREL FINISHING SYSTEM 


Automatic 6-station barrel finish- 
ing system is mounted on a turn- 
table and equipped with a “mem- 
ory” device. It automatically ro- 
tates completed work to a single op- 
erator station for unloading and re- 


SPENCER VACUUM SYSTEM 


t 


INSTALLATION DATA 


Vacuum Producer: 60 H.P. Spencer 
Conveying Capacity: 7/2 Tons per hour 
Primary Separator (1): 42° with 8 + 
discharge volv 
Secondary Separators (2): 50° bag type 
motor-driven bag shakers, avtomati 
timers and solenoid-operated valves. 





=| SPENCERE 








CONVEYING 


and 


CLEANING 


...at this Metals Piant 


Pneumatic Conveying of lead, 
zinc and copper dust here is quick, 
dust-free and economical. Heavy 
material which settles out in 
breeching connecting the smelter 
to the Cottrell drops into hoppers. 
Once a day these hoppers are 
emptied by opening a slide gate 
valve. The accumulated heavy dust 
drops into a 6” Spencer vacuum 
line and is whisked back to the 
smelter. 


General Plant Cleaning, 
carried on whenever system is not 
being used for conveying, is done 
with standard 134” and 2” Spencer 
hose and tool equipment. This 
bonus use of vacuum assures pos- 
itive, dust-free sanitation. 


Whatever your need in vac- 
uum systems ... for pneumatic 
conveying, cleaning, or both... 
it will pay to check with SPENCER 
—leader in developing systems 


to meet individual needs. 


Request these informative 

Bulletins 

No. 143-B Spencer Pneumatic 
Conveying 

No. 155-B Spencer Vacuum 
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loading. One man can handle six 
barrel finishing machines efficiently 
—or 12 where systems are com- 
bined. 

As the operator loads each bar- 
rel, he sets its timer for a pre- 
scribed processing cycle. The time 
cycle records on the _ turntable 
“memory” device, which automati- 
cally signals the timed-out barrel 
and rotates it to the operator’s sta- 
tion on completion of the work.— 
Almco, Queen Products Inc., Albert 


Lea, Minn. 
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POWER PACKAGE 

Complete “power package” is de- 
signed specifically for the compa- 
ny’s RD series of diesel-electric 


— bshe, 4 


units. It generates electric power for 
truck movement and also produces 
hydraulic power without the need 
for intermediate electric motors. 
Units so equipped operate at con- 
stant speed from no load to full 
load, assuring maximum economy 
for large trucks from 30,000 to 
200,000-lb capacities. 

Truck tractive power is supplied 
on demand by a special generator 
with separate excitation which pro- 
duces only the energy required for 
the job. The operator has full con- 


FOUNDRY 








Get Greater Melting Efficiency With 
Detroit £Ockin© Electric Furnaces 


NEW ARC CONTROL SYSTEM AND MOTORIZED ELECTRODES ASSURE 
MAXIMUM HEAT UTILIZATION, AUTOMATIC ELECTRODE POSITIONING 


The new “P” Series Detroit Rocking Electric possible by hand. This speeds electrode positioning for 


Furnaces feature a simplified arc control system com- charging and shell change. 
bined with motor-driven, pedestal-mounted electrodes. For full details on the new “P”’ Series indirect arc 


The indirect arc is automatically controlled by a Detroit Furnaces, write for Bulletin 5610. 
magnetic amplifier which adjusts motor speed in direct Ratings for furnaces with pedestal-mounted electrodes, motor controled 


proportion to arc unbalance. This instantaneous action enien xW Nenhaad Seechoeen 
provides maximum heat per power input. There are no Type Rating Cold Charge Molten Metal 


moving parts, relays or contactors to break or wear out. LFCP 125 350 500 
Standard graphite electrodes are independently in po me = 
mounted on pedestals and motor driven. A % h.p. AAP 250 1500 


D.C. motor drives the automatic control. Direct- AAP 400 1500 
connected 14 h.p. A.C. motors on each electrode per- cup 400 4000 
cMP 600 4000 


mit manual push-button control at greater speeds than 


























DETROIT “OCKIN® ELECTRIC FURNACES 


Detroit Electric Furnace Division, Kuhiman Electric Company « Bay City, Michigan 


Foreign Representatives: in BRAZIL—Equipamentos Industrias, “Eisa” Ltd., Sao Paulo; CHILE, ARGENTINA, PERU and VENEZUELA: M. Castellvi Inc.,150 Broadway, 
New York 7,N.Y.; MEXICO: Cia Proveedora de Industrias, Atenas 32-13, Apartado 27A3, Mexico 6, D.F., Mexico; EUROPE, ENGLAND: Birlec, Ltd., Birmingham, 
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You get the foundry alloy you need 
“Off-the-Shelf” 
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trol of vehicle speed through a con- 
trol lever which regulates voltage 
from zero to full operation. Only 


| forward and reverse contactors are 
| required.—Ready-Power Co., 3826 
| Grand River Ave., Detroit 8, Mich. 
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_MOTOR-DRIVEN CRANE 


Low-cost motor-driven crane has 


| machined wheels, each fitted with 


prelubricated precision ball bear- 


| ings. All gears have cut spur teeth, 


and the motor will drive the crane 


| at 60 fpm. Bridge beams are stand- 


























| ard I-beam sections. 

The standard unit is furnished 
with rope control, but magnetic, 
pushbutton control; runway collec- 
tors; and bracket and bridge con- 
ductor are optionally available. 
These cranes are made in 1, 2, and 
3-ton capacity with up to 30 ft 
span.—Bacon Crane & Hoist Co., 
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at your WHITEHEAD 


c/o Fredericks & Co., 30 E. 39th 
FOUNDRY ALLOY © :::):: 
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U LI? Vics (F LABORATORY FURNACE 
Super-Temp furnace is a labora- 
tory tool designed to operate at tem- 


i rature: to 4500° F for short- 
Over 99 different foundry alloys to choose from sc 


Virtually all the foundry alloys you could possibly use are 
yours “off-the-shelf” from your nearest Whitehead warehouse. 
You can get handfuls to carloads in the standard sizes and 
forms you prefer. You'll find the price is right, too!! 


These foundry alloys are all the finest quality from such leaders in 
the industry as The International Nickel Co., Vanadium Corporation 
of America, and Shieldalloy Corporation. 


So why not check your supply of \\\ 1 
foundry alloys? If your stocks are low, get what NW 
you need, off-the-shelf, at Whitehead. iS 


WHITEHEAD 


METAL PRODUCTS COMPANY, INC. 


| time experimental work. Unit is 
| self-contained, consisting of the fur- 
nace and the power supply with all 
303 West 10th Street * New York 14, N. Y. controls mounted in a steel cabinet 
Other Offices and Warehouses: PHILADELPHIA * BUFFALO * HARRISON, N. J. * CAMBRIDGE, MASS. | ready to be connected to the power 
SYRACUSE » BALTIMORE + ROCHESTER * WINDSOR, CONN. supply. A temperature in excess of 
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These two 600 pound TOCCO melting furnaces 
are powered by a 200 KW, 3000 cycle TOCCO 
motor generator set, 


TOCCO' Induction Melting “Delivers”— 
In Two Days Instead of Two Months! 


Casting backlogs at Commercial Shearing and 
Stamping Co. in Youngstown, Ohio used to lag 
from 8 to 10 weeks behind production schedules. 
By installing four 300 pound TOCCO melting 
furnaces this firm upped daily melting capacity 
to 16,000 pounds. Now orders can be shipped in 
48 to 72 hours. 


In a foundry occupying less than 5000 square feet 


of space, production of castings jumped between 
40% and 50%; tensile strength of alloy castings 


THE OHIO CRANKSHAFT COMPANY 


was boosted from 35,000 to 50,000 p.s.i. Substan- 
tial savings in the cost of castings have resulted. 
Moreover, with precision casting and molding on 
a push button basis, many former drilling and 
roughing operations were completely eliminated. 


Many firms have discovered that TOCCO Induc- 
tion Melting insures maximum quality control, 
increased volume and lower operating costs. 


Look to TOCCO also for vacuum melting fur- 
naces of up to 5,000 pounds capacity. 


-—————-—— Mail Coupon Today 


| NEW FREE THE OHIO CRANKSHAFT CO. 
BULLETIN Dept. F-3, Cleveland 5, Ohio 


Please send copy of ‘‘The Case for 
TOCCO Induction Melting.” 


Name 





Position 








Company 
Address 





a ST State 
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to overlook the lower costs 
increased efficiency and dependability 
other plants are getting with 


Quick-As-Wink *j 


AIR AND HYDRAULIC 


Control Valves 


8” Double Pilot Operated 2-way Y2"" Diaphragm Operated Single 
Valve for Plant Water Systems; Plunger 4-way Air or Hydraulic 
Pressures to 250 psi. Valve; Pressures to 250 psi. 





1” Hand Operated 
4-way Hydraulic 
Valve for Oil or 
Water Service; Pres- 
sures to 2,000 psi, 


Y%4"" Single Solenoid 4-way Air Valve; 
Pressures to 125 psi; (Conforms to 
“JIC” Standards). 





Quick-As-Wink Control Valves are precision instruments:— 
unsurpassed for controlling all single or sequence machine 
movements. They are designed better — and made better — to 
' give users unsurpassed efficiency, economy and satisfaction — 
free from breakdowns. Serviced easily and quickly — in the field 
— without disturbing any piping. No need to carry large stand-by 
inventories — or to return valves to the factory for servicing. 
Hundreds of different types, sizes and actions, including “JIC” 
designs. Sizes from 4"’ to 4’’. You'll never know how good 
they are until you try them .. . Get full details. 


Write for BULLETIN NO. 571 Today. 


Quick-As-Wink” 


AIR AND HYDRAULIC 


4000° F reportedly can be reached 
in about 60 to 90 minutes. It can 
be operated on any 220-v, single- 
phase, 100-amp power supply, and 
will draw 13.4 kw.—Made by Harry 
W. Dietert Co., 9330 Roselawn 
Ave., Detroit 4, Mich. 
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DRUM HANDLER 

Device called Grizzly Roto-Tilt 
lifts, tilts, and rotates all kinds of 
open and closed drums, barrels, and 
similar containers. Rated at 1000- 
lb capacity, it is operated by one 
man and can be used with a fork 
truck, chain falls, cranes, and hoists. 

Three models are offered—No. 
250 for 55-gal drums, No. 251 for 
30-gal drums, and No. 252 for 15- 


at 


gal drums. Special models can be 
engineered for particular require- 
ments.—Pucel Enterprises Inc., 3746 
Kelley Ave., Cleveland 14, Ohio. 
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PATTERN COATING 


Krylon Crystal-Clear acrylic spray 
is said to simplify maintenance of 
smooth surfaces on wooden patterns, 
thereby promoting easy draws from 
sand molds. Periodic spraying is 
said to increase pattern life, pro- 
duce a more resilient pattern sur- 
face, and to make the pattern fin- 
ish impervious to the action of oils 
and other substances in foundry 
sand. As a result, mold patching 
and slicking are eliminated—Kry- 
lon Inc., 18 W. Airy St., Norris- 


town, Pa. 
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SPRAY GUNS 

Two inexpensive, lightweight 
spray guns spray all types of paints 
and fast-drying lacquers. They are 


used with air compressors rated 
up to 1 hp. Both models allow the 
use of an external mix nozzle set 
up so that fast-drying materials 


Control Valves” 


Mfd. by C. B. HUNT & SON, INC., 1976 East Pershing St., Salem, Ohio 
—— Engineering and Sales Representatives in the Principal Cities 


150 Circle 636 on Page 51 FOUNDRY 





The flowable CO2 
sand mixture is 
easily rammed by 
hand. (Shooters or 
blowers can also 
be used. ) 


2. Mi P : 3. 
Split second gas- et 3. Ys i Instantly — the 
singeliminatesthe j core is ready for 


need for oven bak- Pe the molding oper- 
ing. me ation. 


The COz process proves to be a fast and economical method for core production at the J. M. Bruce Foundry in Cedar Grove, Wisconsin. 


CO, PROCESS INCREASES CASTING CAPACITY. . . CUTS 
EQUIPMENT COSTS... ELIMINATES CORE STORAGE! 


Glen and Mark Bruce, who operate the 40 year-old J. M. Bruce 
Foundry Co., are enthusiastic about the use of CO2. An actual 
cash savings of thousands of dollars is reported due to the 
decrease in baking equipment and core storage. Valuable floor 
space previously used for core storage is now allocated to 
actual production use. 


For J. M. Bruce Foundry Co. the big advantages in CO2 are World's Largest Producer of 


the increased size of the castings they can pour (without buying | Q U | D 
special core equipment)—50% reductions in core costs .. . virtual 


elimination of “plows”...no danger of drops, soft or wet spots c* A R B O N | c: 


... reduced core handling, extreme speed and flexibility in supply- 

“ : ‘ DIVISION OF GENERAL DYNAMICS CORPORATION 

ing core needs, and making cores only when they need ’em. 3150 South Kedzie Ave., Chicago 23, Illinois 
Get the facts on CO2 core and mold making—complete information 

sent upon request. 





March 1958 Circle 637 on Page 51 





ENJOY 
THE 


BETTER 
THINGS 


OF LIFE 











Why overwork yourself? Dietert-Detroit Sand Control Units can help 
you PRODUCE BETTER CASTINGS AT LOWER COSTS IN LESS TIME. 


i 


AUTOCLAY ... No. 513 

Saves operator's time in running A.F.S. 
clay substance test. Better castings 
and easier molding result from sands 
with controlled clay content. 

To obtain better casting finish, im- 
prove sand grain distribution, control 
fineness. 


RAGONE .. . No. 4210 

Measure fluidity of ferrous and non- 
ferrous metals in seconds. Take the 
guess-work out of pouring require- 
ments—know when your metal will 
flow properly to fill the mold. 


ae Deter 
fs ETROIE 


MARRY W. DIETERT Co. 
9330 Roselawn 


Detroit 4 


THERMOLAB ... No. 785 


For clean castings, free of defects. 
Test and control the high tempera- 
ture properties of your molding 
materials with the Dietert-Detroit 
Thermolab. Reduce or eliminate 
scabs, cuts, etc. 


MOLD HARDNESS TESTER... 
No. 473 

Molds too soft? Rough surface can 
result. Molds rammed too hard? 
You may get rat-tailed or buckled 
castings. Be sure your molds are 
properly rammed, use the No. 473 
Hardness Tester. 


MOISTURE TELLER .. . No. 276 
Control moisture content in your 
molding sands and you will control 
the greatest variable causing defects 
in any foundry. The No. 276 takes 
but a few minutes to check moisture 
content. 


MOTOR DRIVE .. . No. 401 
Eliminate the human variable of 
hand loading . . . equip your hand- 
operated sand strength machine 
with a No. 401 Motor Drive. 


HARRY W. DIETERT COMPANY 
Gentlemen: Rush me data on the following: 


(0 Autoclay No. 513 
Thermolab No. 785 
Moisture Teller No. 276 


RE TR 
Address___ 


Michigan City 
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Name Jabal os mae 


(0 Ragone No. 4210 
(€) Mold Hardness Tester No. 473 
C€ Motor Drive No. 401 


may be sprayed without nozzle 
buildup. Model 35 is equipped with 
a l-qt siphon cup and is a bleeder 
type without air valve. Model 36 
is best adapted for use with a fluid 
pressure tank and is a nonbleeder 
type.—Binks Mfg. Co., 3122 Car- 
roll Ave., Chicago 12, Ill. 
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GRAB HOOKS 

Drop forged grab hooks are said 
to reduce chain kinking, fit the 
chain better, reduce side move- 


ments, and hang straight. They are 
available in three types of material 
to provide a range of capacities. 
Standard chain industry color cod- 
ing is used to identify the proper 
hook for each type of chain. Posi- 
tive identification of material as well 
as of rated capacity is stamped on 
each hook.—Crosby-Laughlin Div., 
American Hoist & Derrick Co., P.O. 
Box 570, Fort Wayne, Ind. 
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BARREL FINISHING MACHINES 


No. 30 series of barrel finishing 
machines includes 15 models with 
capacities from 5 to 25 cu ft. They 


feature streamlined design, smooth 
operation, and a cylinder sealing 
method said to insure leakproof 
operation under all conditions. 

An oversized, variable speed V- 
belt system and other construction 
features reduce shock and vibration. 
Pushbutton controls with positive 
safety jogging permit the operator 
to inch the cylinder forward or re- 
verse during loading or unloading. 
The front closure extends well be- 
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Save *1,200 Per Truck Per Year 


Cost surveys made at a number of plants reveal that 
ELPAR electric trucks cost one-third less to operate 
and maintain than comparable gas models. Based on 
2,000 hours of operation, this means an average sav- 
ing of more than $1,200 per truck per year. 

In addition, ELPAR electrics give twice as many years 
of dependable service as gas trucks operating under 
similar conditions. Thus, when a// initial and replace- 
ment costs are added up, ELPAR electric trucks actu- 
ally cost /ess to buy. 


And, the surveys show that average downtime for 


ELPAR electrics is 2 to 3% while that for gas trucks 
is 10 to 15%. 

More and more companies are converting their fleets 
to dependable, fume-free ELPAR trucks. Join the 
trend. Choose from our complete line of fork and ram 
trucks, low lift and high lift platform trucks, and mo- 
bile cranes—and save on first cost and operating cost. 
Get all the facts... 


WRITE FOR YOUR COPIES 

of the ELPAR Lift, “‘Gas vs. Electric 
Trucks”’ and “‘LP-Gas vs. Electric 
Trucks.” 


THE ELWELL- PARKER ELECTRIC COMPANY 


4313 St. Clair Avenue » 


ELECTRIC TRUCKS 
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Cleveland 3, Ohio 


Twice the Life ...'/3rd the Operating Costs 
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For 50 years, Kirk & Blum has 
specialized in the DESIGN, FABRI- 
CATION and INSTALLATION of 
efficient, dependable systems for the 
removal of dust and fumes. 
DESIGN: Kirk & Blum engineer- 
ing specialists survey your plant and 
then design your system, selecting 
equipment most suitable for your 
problem. 


CONSTRUCTION: Kirk & 


FOR CLEAN AIR...THE . 


KIRK: fluom 


DUST AND FUME CONTROL SYSTEMS 


The Kirk & Blum Mfg. Company, 3239 Forrer Street, Cincinnati 9, Ohio 
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Blum fabricates the complete system 
(equipment excepted), “tailor 
made” for your installation. 


INSTALLATION: The Kirk & 
Blum contract includes responsibility 
for the entire system, installed by 
mechanics with years of specialized 
experience in the installation of such 
systems. As a result, you have one 
undivided responsibility—one com- 
plete contract for an installed system, 
ready to operate. 


_. TOOL 
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low the cylinder, and the machine 
stops when the closure is raised. 
All models have full-opening doors 
without ledges—Crandall Engineer- 
ing & Mfg. Inc., Vicksburg, Mich. 
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LOW-LIFT HAND TRUCKS 


New line of low-lift hand trucks 
includes six models in both me- 
chanical and hydraulic lift types. 
Capable of handling skid platforms 
and pallets, they are available in 





various sizes and types. Capacities 
range from 1000 Ib in the mechani- 
cal lift to 10,000 lb in the heavy 
duty, multiple-stroke hydraulic lift. 
Model AH is shown here. Typical 
of the platform-type hydraulic lift 
trucks, it is available in 4000 to 
10,000-Ib capacities. — Automatic 
Transportation Co., a division of 
Yale & Towne Mfg. Co., 149 W. 
87th St., Chicago 20, III. 
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SHELL MOLDING RESIN 

Powdered shell molding resin la- 
beled S4343 is described as an im- 
proved version of the company’s 
MCE-7 resin. It is said to be su- 
perior in regard to odor, mold re- 
lease, and rigidity —Borden Chemi- 
cal Co., Resins & Chemicals Dept., 
Bainbridge, N. Y. 
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SETTLING TANK 


Design of the Uniflow settling 
tank for removal of solids from 
water and industrial wastes is re- 
ported to provide these advantages: 
Uniform influent distribution across 
the tank; uniform flow throughout 
the entire tank length; and uniform 
effluent discharge from the surface. 

The tank combines a ranidlv slop- 
ing bottom with multiple effluent 
weirs. This design is said to in- 
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Reverbale jr. #2 yield- 

ing 300 Ibs. aluminum 

per hour. Melting loss ie) 
under 1.5%. Oil used “> a 
3.5 gal. per hour. , 


Permanent Mold and 
Sand Foundries get 


SO 1occepat 


AT HALF THE COST WITH 


REVERBALE 
PHECES 


Reverbale preheats ... as it 
melts ... as it maintains! A 
self-contained melting and 
holding dip-out furnace, Rev- 
erbale is engineered for high 
thermal efficiency with ac- 
curate control of furnace at- 
mosphere. Metal in hearth is 
maintained at an even tem- 
perature throughout the heat. 
Holds metal loss below 2%. 
No crucibles required. Oil or 
gas fired. 


LEARN MORE— 


write for our booklet 
“The International Formula 
to Ya Melting Costs’’ 


INTERNATIONAL 
Foundry Supply Company 


READING, PA. 
P. O. Box 1053 Phone; FR 6-0794 





Canadian Drew Brown Ltd. 
Representative: 5410 Ferrier St., Montreal 9 
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crease efficiency of solids removal, 
permit economical construction, and 
maintain the velocity of liquid 
throughout the tank at as nearly 
uniform a rate as practical tank 
construction allows.—Link-Belt Co., 
Prudential Plaza, Chicago 1, IIL. 
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WEAR RESISTANT PARTS 


Line of wear resistant parts is 
made of wear-resistant steel of BR-4 
analysis. Immediately available are 
plow and pug mill tips for use in 
mixers and pug mills. In one ap- 
plication, the parts are attached to 
standard plows as throwaway in- 
serts. Tests are said to indicate per- 
formance life 4 to 10 times that of 
standard similar parts. The BR-4 
steel also is available in cast form 
for special applications. — Latrobe 
Steel Co., Latrobe, Pa. 
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DETACHABLE BOOM 


A detachable boom now is avail- 
able on the company’s line of Hus- 
kie (3000 to 4000 lb drawbar pull) 
and Super-Huskie (4000 to 5000- 
lb drawbar pull) gasoline or LP 
gas tractors. It operates in conjunc- 
tion with a winch, is fabricated of 


channel and bar stock, and can be 
mounted or removed in minutes. 

The winch power takeoff is con- 
nected directly to the transmission. 
Capacity is 7000 lb, and it can be 
used with or without the boom, 
thereby extending its versatility — 
Mercury Mfg. Co., 4700 W. Di- 
vision St., Chicago 51, Ill. 
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TESTING MACHINE 


Air-operated stress rupture and 
creep testing machine reportedly as- 
sures convenient, uniform load ap- 
plication for indefinite periods. In- 
finitely variable loads to 30,000 Ib 
are applied without shock and 
maintained regardless of normal 
fluctuations in line pressure. Load 
is indicated by either of two mer- 
cury column indicators—low range 


IRONTON 


BERLITE 


STANDS MORE 
HEAT than any 
fire clay brick 
you'll ever 

use! 


In the tap hole area of a malleable 
iron furnace with metal tapped at 
2840° F, IRONTON BERLITE mor- 
tar is more refractory than 
super-duty brick. When the 
furnace was shut down for repairs 
after running 16 hour heats, pour- 
ing 400 tons a day for weeks, we 
took the photograph above, The 
joints of IRONTON BERLITE stand 
out like a backbone along the 
brick sidewall. 


TOUGHEST MORTAR YET 


IRONTON BERLITE will outlast 
any fire clay material. For an 
actual photograph and service 


“feport on BERLITE in a really hot 


installation, write to our Special 
Products Division. 


You can have on-the-spot con- 


sultation without obligation. Call 
write Ironton to arrange for a 


visit by our experienced foundry 


engineers. 





“IBONTON 
UIE MELIT VRE BRICK COMPANY 
IRONTON, OHIO 


Reliable Rep in? 


Write for name of nearest repre- 
sentative, or telephone Ironton 109 
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Get accurate 
melting & casting 
temperatures... 


IN SECONDS! 


Now, in 10 seconds or less, you 
can get precise molten metal 
temperature measurements in 
induction furnaces, pot furnaces, 
ladles, risers, test spoons, run- 
ner boxes, troughs, lab furnaces 

. anywhere in the shop. 

The operator simply dips the 
platinum tip of the L&N Port- 
able Thermocouple—protected by 
its expendable, low-cost quartz 
sheath — into the molten metal. 
In seconds, he sees true tem- 
perature boldly indicated on the 
23-inch circular scale of the port- 
able, a-c operated Speedomax H 
potentiometer indicator. 

Simple to use, economical to 
maintain, this equipment has 
been enthusiastically received 
in hundreds of foundries and 
melt shops. It’s available as a 
complete “package”—with an in- 
dicator range of 1000 to 3000 F, 
or 2000 to 3200 F, as specified— 
ready for immediate use. 

A cail to your nearby L&N 
Field Office will bring full in- 
formation ... or write for Data 
Sheet N-33A-681(3) to Leeds & 
Northrup Company, 4917 Sten- 
ton Avenue, Philadelphia 44, Pa. 


LEEDS NORTHRUP 


Instruments ||) 
Heeb 
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Automatic Controls « Furnaces 


of 0 to 6000 lb and high range of 
0 to 30,000 lb. Specimen may be 
tested at any temperature from 0 
to 1800 or 2000° F. Temperature is 
maintained automatically by an 
electrically operated furnace. The 
unit is available with a variety of 
extensometers.—Tinius Olsen Test- 
ing Machine Co., 7458 Easton Rd.., 
Willow Grove, Pa. 
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BARREL AND BOX GRAB 


Barrel and box grab is made to 
pick up without damage any type 
of wood or steel barrel, box, or con- 
tainer from small-nail-keg size to 40 
in. in diam. It is available in two 
standard sizes, 14, and 1 ton, and the 
manufacturer also builds grabs to 
accommodate larger, heavier loads 
for special requirements. Each grab 
is designed on the toggle principle 
so that the heavier the load, the 
more rigidly it is held—Palmer- 
Shile Co., 16033 Fullerton, Detroit 
27, Mich. 
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FRICTION SAW BLADE 

Fast, easy cutting and extremely 
long life are claimed for a new fric- 
tion saw blade which features an 
efficient tooth and gullet design and 
is heat treated to anchor the teeth 
permanently and to preserve the set. 
Metallurgical characteristics assert- 
edly permit maximum flexation of 
the band and result in long life and 


great resistance to abrasion at high- 
friction sawing velocities. The blade 
is offered in '/>, 34, and l-in. widths. 
—DoAll Co., Des Plaines, III. 
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DIE ALLOY 


High-strength zinc-base alloy for 
metal forming dies is called Hi-Phy 
Kirksite and supplements Kirksite 
A, which was developed by the com- 


pany in 1939. The new alloy will | 


BUY THE BEST... 
1 


UVLO 


INDUSTRIAL 


TIRES 


These Mitco’s have already 
given twice the usual tire 
service in this metal reclaiming 
operation. Unretouched photo. 


The Premium Quality 
Laminated Tire 
For HEAVY DUTY And 
HAZARDOUS OPERATIONS 
On INDUSTRIAL And 
ALL TYPES 
MATERIAL HANDLING 
EQUIPMENT 


Write for Catalog 


In Canada: 
CANADIAN INDUSTRIAL 
RUBBER PRODUCTS CO. 


2454 Des Carrieres St. 
Montreal, P.Q. 


783 The Queensway 
Toronto, Ont. 
West Coast: 


MITCO INDUSTRIAL TIRE CO. 
13204 Crenshaw Blvd. Gardena, Cal. 


MITCHELL INDUSTRIAL 


TIRE COMPANY, INC. 
P.O. Box 468 1400 E. 40th St. 
CHATTANOOGA, TENNESSEE 
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be offezed as a premium tooling ma- 
terial which cuts die weights up to 
20 per cent, yet provides longer life. 
It is said to possess 400 per cent 
greater impact strength than Kirk- 
site A. Test results reportedly show 
that the new alloy has a consistent- 
ly greater degree of hardness, sub- 
stantially refined grain size, im- 
proved resistance to creep, more ten- 
sile strength, and improved com- 
pressive strength. Its fluidity, low 
melting point, low dross loss, and 
easy castability equal that of the 
older alloy.—Morris P. Kirk & Son 
Inc., subsidiary of National Lead 
Co., 111 Broadway, New York 6, 
ho 
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POWERED HOIST TROLLEY 


The Hoistractor is a powered 
hoist trolley which is said to en- 


able one man to raise, lower, or | 


move loads up to 2 tons with posi- 
tive control. Powered by an axial- 
piston type air motor, the unit ex- 
erts 250-lb drawbar pull on a beam 
through a spring-loaded neoprene 
drive wheel. It will pull a 2-ton 


load at 70 fpm, and speed can be | 


varied from a slow creep to full 
speed of 150 fpm. A single, one- 
hand control for hoist and tractor is 
available in two types, a pendent 
control and a swiveled rod with 4- 
way grip control_—Gardner-Denver 
Co., Ouincy, IIl. 
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DRUM FAUCET 


Drum faucet features a sturdy 
spring within its body to maintain 
a liquidtight closure at all times. 
Hand pressure on a lever type han- 
dle is necessary to push spring back 
and forth to permit flow of liquid. 
Valve closes automatically when 
hand pressure is released. Two types 
are available: A_ self positioning 
swivel type which may be screwed 
into the drum opening and the 
spout then swiveled to the correct 
angle for dispensing, and a rigid 
type faucet which generally requires 
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CARO-LINE 


SERVICE 
REPORT 


Ladle lining cost: 


per ton of 


metal handled COSTS ARE WATCHED closely in the 


big automotive castings production 

foundries. Figures show that CARO- 
LINE, lronton’s special refractory for ladle linings, is doing a 
terrific job in a 3-ton transfer ladle handling gray iron at a 
large midwestern plant. Compare the facts: 

A 42” LINING of CARO-LINE lasts up to 21 operating 
days on a 16-hour schedule. The ladle is handling 200 to 250 
tons of metal per day, or a maximum of 5250 tons before 
relining. The gray iron hits the ladle at 2750° to 2830° F. 

THE LINING of Ironton CARO-LINE is costing $.013 to 
$.014 per ton of metal handled. That's reason enough to 
prefer CARO-LINE, but the superintendent notes two other 
advantages. (1) CARO-LINE chips out easily when it is time 
to reline. (2) CARO-LINE’s longer service life saves labor. 


IN AN EMERGENCY, CARO-LINEd ladles can be put into 
service without preheating to a bright red. It’s safe to skip 
the torching, because CARO-LINE dried in a core oven for 48 
hours at 275° F. is ready for service. Normal practice calls 
for oven drying and preheating, time permitting. 

AN IRONTON ENGINEER will come to your foundry and 
show your men how to use CARO-LINE. Call or write us 
today to arrange a visit. 


IBONTON 


AML RC VRE BRICK COMPANY 


IRONTON, OHIO 


Write for name of nearest Ironton 
representative, or Telephone Ironton 109 
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AIRETO 


pneumatic tools 
increase outpu 
cut production osts 


Reduce grinding, sanding and drilling 
costs with these versatile, easy-to- 
operate production tools powered by 
Airetool’s dependable pneumatic motor. 





HORIZONTAL 
GRINDERS 

Balanced, lightweight, easy-to- 
maneuver design for general 
grinding, snagging, buffing and 
wire wheel work. Models for 6” 
and 8” wheel capacity. 





MIDGET DIE GRINDERS 
Performs the most intricate precision 
grinding, filing and cutting jobs 
quickly and easily. Two models: 
38,000 and 60,000 RPM with either 4” 
or ¥4” chuck. 


VERTICAL GRINDERS 

The perfect tool for cup wheel grind- 
ing on flat or curved surfaces. May be 
equipped with wire brush or sanding 
disc. Models for 6” abrasive wheel 
and 7”, 8” or 9” disc wheel 





earn metitiens 
firetoo! LIGHTWEIGHT 
— DRILLS 
Compact, easy-to-handle 
design for fast, accurate 
production drilling. 
Models with 3/16”, 5/32”, 
%” chuck capacities 
and full range of speeds 


HEAVY DUTY DRILL 

A rugged tool for speedy produc- 
tion or general maintenance drill- 
ing. Effective lubrication system 
insures long trouble-free service. 
Equipped with self-centering 34” 
3-jaw chuck. 


{ .AIRETOOL 


WRITE FOR 
CATALOG MANUFACTURING COMPANY 


NO. 63 i 
containing SPRINGFIELD, OHIO 


complete, detailed 
information on 


all Airetoo! , BRANCH OFFICES: 


Pneumatic Tools New York, Chicago, 
and accessories Tulsa, Philadelphia, 


Houston, Baton Rouge. 
REPRESENTATIVES: in principal cities of U.S.A., Canada, Mexico, Puerto Rico, 
South’ America, England, Europe, Italy, Japan, Hawaii. 
EUROPEAN PLANT: Vlaardingen, The Netherlands. 
CANADIAN PLANT: 37 Spalding Drive, Brantford, Ontario. 
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a thread compound to form a liquid- 
tight connection.—Made by Protec- 
toseal Co., 1920 South Western 
Ave., Chicago 8, IIl. 
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CREEP DEFORMATION TESTER 


No. 418 creep deformation tester 
measures the ability of green mold- 
ing sand and core sands to main- 


tain dimensional accuracy under 
static load. Creep deformation of 
molding sand is a measure of 
tendency to permit mold-wall move- 
ment under metallostatic pressure. 
Low values indicate a rigid mold 
wall conducive to production of 
castings of precise dimensions. With 
core sands, the deformation test 
under static load aids in the selec- 
tion of materials that will promote 
dimensionally accurate cores.—Har- 
ry W. Dietert Co., 9330 Roselawn 
Ave., Detroit 4, Mich. 
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HEAT FANS 


High-temperature heat fans are 
said to use a new principle to keep 
bearings in cooler operating zones. 


A rotating member of a dissimilar 
alloy, fitted to the shaft, radiates 
and circulates ambient heat away 
from the bearing areas. The line 
ranges from 600 to 30,000 cfm and 
handles temperatures to 1650° F. 
—General Blower Co., 8611 Ferris 
Ave., Dept. H, Morton Grove, II. 
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"WHY BUY OR USE 
AN OBSOLETE 
MULLER’ 


... that requires 
this unnecessary and 


costly equipment 


Full width stainless steel muller wheels traveling 
15% faster than conveyor belt thoroughly squeeze 
and knead every particle of sand assuring uniform- 
ity. This action eliminates localized mulling by 
underwidth wheels producing “choking fines” and 
leaving an under-mulled fraction. 


Vibrating feeder spreads bond evenly across 
width of sand surface eliminating clay balls 
and non-uniform sand properties due to 
batch additions of bond. 


Rapidly revolving cutter wheels thor- 
oughly blend, mix and prepare sand for 


moisture additions. Rapidly revolving cutter wheels cool and 


thoroughly mix moisture and bond uniformly 
Jet nozzle distributes moisture by thru-out sand. 

spraying entire sand surface evenly 
with velocity penetration. This 
method assures better moisture dis- 
tribution than localized batch addi- 
tions. 


Rapidly revolving cutter wheels thoroughly 
fluff, cool and aerate sand to the highest 
permeability while retaining high green 
strength. 





WHEN FOR 


i//3 the 


aa a a On 
get 


TIMES THE 
CAPACITY 
with the simple 
and efficient 
Pekay Mixer Muller 














You can 


ay SAR PEMA Le BILLY AEN od MALT ROTO 


3-Stage Unit for Grey & Malleable Iron as shown. 
2-Stage Unit for Brass & Aluminum. 
4-Stage Unit for Steel. 

Every unit guaranteed to meet customer requirements. 
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THE ADVANCE 


PEKAY 
MIXER MULLER 
FEATURES: 


@ 3 to 300 T.P.H. of superior quality mold- 
ing sand. Only one (1) Pekay Muller re- 
quired for this capacity. 


@ Separate mixing, mulling and aerating 
phases, a Pekay exclusive. Each phase is 
designed and engineered to properly 
perform its individual function. 


@ Lower inertia rotating parts that reduce 
horse power to less than 2 required by 
batch mixing. 


@ Accessible, wear-resistant parts reduc- 
ing maintenance to absolute minimum. 





PEKAY MACHINE & 
Svat 
3 870 N. SANGAMON STREET 


S NAME 


ENGINEERING CO. INC. 


ee pe 
CHICAGO 22, ILLINOIS 


TITLE 


Mat Tt 


Specialists in foundry sand conditioning and 


@ Continuous mixing and mulling while conveying with 
no discharge time required and no costly elevator problems. 


@ No lost production due to mechanical breakdown 
another Pekay exclusive. Individual sectional drives 
overcome complete unit stoppage. Should breakdown 
occur in any part of machine, remaining sections con- 
tinue to properly condition sand. 


@ Progressive cooling due to removal of heat by the 
Pekay exclusive “air-thru-sand-shower” process. 


@ Lower height requirements eliminating costly high 
buildings, unnecessary pit excavations and building 
alterations. 


ae te ee eer Fre a 


handling, slurry systems, engineering and equipment § 


I would like information on: 


ry 





; COMPANY 


‘a Pekay Mixer Mullers C] Pekay Coolerator & 





CITY AND STATE 


CJ Pekay Sand Systems s Pekay Airators 


C) Pekay M-T-Matic Buckets 








B ADDRESS, 


re i 


March 1958 


Circle 629 on Page 51 


LES LES SARIS RPG EEN SPOON IRAE Dil seas 











Fig. 1—Production of four-cavity molds for 
these castings rose from 278 to 370 a shift 
under the company’s incentive plan 





Fig. 2—The incentive system boosted rate of 
output on single-cavity molds for this base 


casting from 125 to 163 each shift 





Shell Molding Incentive 


Increases Production 35 Per Cent 


LITTLE more than a year ago, 

after five years of increasing 

production of shell molded gray 
iron castings, it became evident to 
management of Production Pattern 
& Foundry Co., Chicopee, Mass., 
that casting production was too low 
in view of the immense potentials 
of the shell molding process. The 
remedy decided on was a shell mold 
incentive system. The result was 
that casting production increased 
approximately 35 per cent. 

The foundry operates three two- 
station shell molding machines and 
one single-station machine, in ad- 
dition to a medium-sized, mechan- 
ized sand foundry for production of 
gray iron castings. Since an incen- 
tive system used in connection with 
the sand foundry mold operation 
was proving highly satisfactory, it 
seemed logical to our management 
to adapt the principles of that sys- 
tem to the shell molding operation. 

Sand Weight the Basis — Sand 
foundry mold rates are based on 
flask size (which is equivalent to 
sand weight), and certain additions 
are made for other operations—set- 
ting cores, peening, and riddling. 
Thus the company based its new 
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By EARL W. JAHN 
President 
Production Pattern & Foundry Co 
Chicopee, Mass. 


shell molding incentive system on 
the weight of sand and resin mix- 
ture used in shell production. 

The question of how many shell 
molds can be produced per hour 
had to be answered. But in setting 
up a system fair to both the opera- 
tors and the company, more than 
time study of each job had to be 
considered. The following factors 
which have definite bearing on pro- 
duction output of quality molds and 
subsequent good castings also had 
to be studied: 1. Machine capabili- 
ties. 2. Pattern design and construc- 
tion. 3. Sand and resin. 4. Core set- 
ting. 5. Gluing or bonding meth- 
ods. 6. Pouring methods. 7. Cast- 
ing specifications. 

These factors are not necessarily 
in order of importance, but each is 
essential in efficient shell molding. 
We knew that a clear understand- 
ing of each had to be established 
before we could launch a sound in- 
centive program. 

Shell molding is, of course, basic- 
ally a matter of time and tempera- 
ture. Depending on the shell thick- 
ness required to produce the cast- 
ing needed, pattern heat (in rela- 
tion to dwell time for investment 


Plan 


thickness) and final cure time are 
predominant factors in determining 
cycle time. The company settled on 
a pattern temperature of about 450° 
F as giving the best results. 

A study of over-all shell casting 
requirements based on_ horizontal 
pouring without backup material 
enabled the company to establish 
suitable shell thicknesses on each 
job. 

Molds were weighed carefully to 
establish fixed mold weights. Sev- 
eral operations were run at these 
specified weights on the twin-station 
machine. As expected, the light 
mold production rate was much 
faster than that of heavier molds, 
but regardless of what weight mold 
was produced, sand and resin con- 
sumption per day or per hour was 
the same. 

Thus the foundry arrived at a 
figure of 5000 lb as the amount of 
mixture a shell molder should proc- 
ess per 8-hour shift (based on 7!/ 
productive hours per 8-hour shift). 
This amount was determined for a 
powdered resin and sand mixture 
under conditions in Production Pat- 
tern & Foundry Co. Coated sand, 
in particular, would require a dif- 
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Fig. 3—On this 15 x 20-in., 20-cavity mold, which re- pi, Reng eee 
quires the setting of ten cores, the production rate Seno such os cone-setin 
increased from 294 to 382 a shift 








TABLE I—Basis for Computing Incentive Pay 


ferent standard production figure. : are ; : 
In any event, individual foundries Pe yer : 5000 gis sand se per shift) eee 
would have to determine their own ee = a pra Sent gone ar sy 
Weight (Ib) Per Shift Production Per Mold 
standards. : i0 500 650 $0.0304 
This amount of 5000 |b divided 1] 455 5 0.0334 
by the weight of the individual shell 12 417 : 0.0365 
shows the number of shells pro- 13 385 ; 0.0395 
; ; 14 357 0.0426 
duced per shift, and the figure per iS ra np 0045 
A pe 7 ‘ 333 ).0456 
shift divided by eight shows the 20 250 32: 0.0608 
shell number required per hour. 25 200 0.0760 


Base rate of $1.90 per hour divided 30 167 217 0.0910 
by the number of shells required 40 a cae eres 
per hour establishes labor value per 45 rT 144 0.1369 


shell. Note: A 6 per cent cost of 50 100 130 0.1520 


living increase is added to comply 55 91 118 0.1670 
with current pay rate of $2.014 per 60 83 108 0.1831 
hour. : Base rate equals $1.90 per hour (6 per cent cost of living increase, $0.114, to be added). 
Extras Added to Base—As in the _ Premium for setting cores is $0,0010 per core for stock cores (small cores, such as 
company s sand foundry, labor val- pin cores); $0.0015 per core for body cores (medium-sized cores); $0.0020 per core for 
ue is increased for additional work heavier cores (largest core set with one hand); $0.0025 per core for heavy cores (requires 
(such as placing cores), and base ‘W° re hesed on 7% 
rate is guaranteed as a minimum. ; 
Each shell completed in excess of 
required production adds a bonus to TABLE l!i—Production Increases on Three Castings 
the molder’s wages. To compute Original Petal 
this bonus, labor value of the mold Mold Casting Production Production Per Cent 
standard per shift is subtracted from Weight, Ib Weight, Ib per Shift per Shift Increase 
the labor value of actual molds pro- 18 9.0 278 370 33 
duced, the difference representing F- in a — 4 
the incentive or bonus pay. ae be v7 
Table I is based on production on 
double-station machines. These 
rates can not be used for single- 
station machine work, since a sin- 
gle-station machine is unable to 
process 5000 Ib of sand-resin mix- 
ture in one shift. To compensate, 
wages for the single-station molder 


productive hours per 8-hour shift. 


Fig. 5—Molds shown here were 
made on a two-station machine. 
Two of the small molds in the 
foreground can be produced in 
the same length of time as the 
single large mold in the rear 
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Logan Roller Conveyors serve all phases 
of mold handling in this modern gray 
iron foundry. Production bas increased, 


quality of castings improved, percentage j 


of rejects reduced — all at lower cost. 
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Today, your “man in the field” needs every advantage that 
you can give him — particularly a favorable price. Cost 
studies show that the selling edge is often a price edge that 
begins on the production line. That's why management is 
turning more and more to materials handling in its quest 
for economy. 

Soundly engineered Logan Conveyors have brought savings 
in time, effort and space to companies large and small for 
half a century. Perhaps Logan’s experjenced engineering 
personnel and time-tested equipment can provide that vital 
edge in the market place for you, too. Write for literature, 
or for nearest engineer to call. 


LOGAN CO., 580 CABEL ST., LOUISVILLE 6, KY. 


DG kaos Conveyous. 
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are figured at table value plus 100 
per cent. Obviously there is danger 
here of overevaluation of single- 
station work. 

Another provision for elimination 
of a rate discrepancy was devised 
to cover instances when double-sta- 
tion jobs require evaluation in dif- 
ferent weight classes. Since curing 
time for a heavier shell slows down 
the complementary job, both op- 
erations are paid in the weight class 
of the heavier shell. 

The benefits this plan offers both 
the molders and the company are 
shown clearly by case histories. 


Case Histories Show Benefits 


Table I represents par produc- 
tion for various mold weights, labor 
value per mold, and actual produc- 
tion since the incentive plan was 
initiated. Interesting here is the fact 
that two production jobs, to be de- 
scribed later, actually surpassed the 
chart figure for approximate cur- 
rent production of 6500 Ib. 

The casting illustrated in Fig. | 
is cast in a 15 x 20-in. shell mold 
containing four mold cavities. Mold 
weight is 18 lb, and pouring weight 
is 27 lb (four castings plus gates 
and risers). After cleaning, castings 
weigh 5 lb each. The original pro- 
duction rate was 278 molds per 
shift. Currently, the production rate 
averages 370 molds per shift, an 
increase of 33 per cent. 

A large base casting is shown in 
Fig. 2. This casting is made in a 
20 x 30-in., single-cavity shell mold 
weighing 40 lb. The gated casting 
weight is 61 lb, and shipping weight 
is 51.5 lb. Present production rate 
is 163 molds per shift, an increase 
of 30 per cent over production 
standards of 125 molds per shift. 

A third casting (representative of 
many small shell castings) is pro- 
duced in a 15 x 20-in., 20-cavity 
mold weighing 17 lb. It is shown in 
Fig. 3. Each mold requires ten cores 
(two castings per core), and allow- 
ance is made for this operation in 
calculating labor value per mold. 
Pouring weight is 18 lb, and a fin- 
ished casting weighs 0.375 Ib. The 
production rate before the incentive 
plan was 294 molds per shift. This 
figure increased to 382 molds per 
shift, a 30 per cent increase, after 
the job had been placed on_in- 
centive. 

Summary—In summary, the fol- 
lowing steps were taken to estab- 
lish the incentive plan: 1. A stand- 
ard weight of 5000 Ib of sand-resin 
mix per shift was established for a 
dry-blended mix containing 6 per 
cent powdered resin (94 lb sand and 
6 lb resin). 2. A range of mold 
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CLECO 1500 SERIES GRINDER 


OF VERTICAL 
AIR GRINDERS 


The many grinding, sanding and wire-brushing 
operations best accomplished by vertical grinders are 
performed in superior fashion by this pair of CLECO 
Vertical Air Grinders. You'll draw extra dividends of 
performance, economy and safety to personnel with the 
outstanding CLECO Vertical Grinder team. 

The Cleco 1500 Series Grinder packs great power for 
its size . . . does 6’” cup wheel grinding at 4500 and 6000 
RPM. Ideal for general abrasive and cleaning operations . . . 
particularly prized as edge grinder (7’’ cut-off wheel capacity). 
An easy-handling, versatile tool for any metalworking plant. 
Height 61%’’, weight 7 Ibs. 

For those extra-heavy-duty jobs, the Cleco 2000 Series 
Grinder is your tool. Designed with an unusually large 
rotor, this tool delivers terrific power at 4500 and 6000 
RPM with a 6” cup wheel or 9” cut-off type wheel. A 

CLECO 2000 SERIES GRINDER real heavyweight in work capacity, but not in size. Height 
7%’, weight 1134 Ibs. 

A variety of wheel guards is always optional, including 
Cleco’s super-safe integral revolving type and the straight 
cutaway (not illustrated). 

You'll like these tools’ fast cutting action .. . the high 
quality finish they put on your product. Your tool operators 
will appreciate their fine balance and “feel” ... their low 
level of noise and vibration. 

Ask us for brochures, catalog, or a try-out in your plant, 


of REED COLLER BIT COMPANY 


P. 0. BOX 2119 e HOUSTON 1, TEXAS 
A | R T '@] @) L Ss IN CANADA: Cleco Pneumatic Too! Company of Canada, Ltd, 
927 Millwood Road, Leaside (Toronto), Ontario 
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INDIANAPOLIS 
FOUNDRY CORE 


Standard of guia 
Quality pee 


For maximum efficiency and 
exceptional economy rely on 
Indianapolis foundry coke. 


Uniform structure, size and controlled coking temper- 
ature assures that “Indianapolis Quality.” 


For details see our Buyers Guide. 


Hicker Williams &. Coe. 


wceoerpoRrart 


HICAGO DETROIT - CINCINNATI - ST.LOUIS NEW YORK 
CLEVELAND PHILADELPHIA - PITTSBURGH INDIANAPOLIS 
Established 1890 
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weights, based on pilot production, 
was determined for each job. 3. 
Molders’ wages, for each day’s pro- 
duction, are calculated from Table I. 
A word of caution is in order. 
A good incentive plan should 
benefit all concerned. It is well to 
keep in mind that an employee 
should produce standard weight 
with normal effort. Equipment and 
methods should be improved inso- 
far as possible, before incentive pay 
is initiated, to avoid low standards. 
Each foundry must consider an in- 
centive system in relation to its own 
conditions and requirements. The 
abundant literature on this subject 
can be surveyed fruitfully by any 
company interested in incentive sys- 
tems. The incentive system de- 
scribed in this paper has worked 
exceedingly well at Production Pat- 
tern & Foundry Co. 
Acknowledgment—The author 
wishes to acknowledge the assist- 
ance of J. L. Stark and the Barrett 
Div., Allied Chemical & Dye Corp., 


in preparing this article. 


New Officers Are Appointed by 
Investment Casting Institute 


Because a combination of unex- 
pected circumstances necessitated 
the resignation of P. W. Schipper 
as president of the Investment Cast- 
ing Institute, the institute’s board 
of directors has taken action to fill 
the vacancy. 

Robert R. Miller, Precision Met- 
alsmiths Inc., Cleveland, elected 
vice president at the group’s annual 
meeting in November, was made 
president. William L. Worthen, 
Bone Engineering Corp., Glendale, 
Calif., was moved from treasurer to 
vice president, and Vincent S. Laz- 
zara, Casting Engineers Inc., Chi- 
cago, was named treasurer. Harry 
P. Dolan continues as executive di- 
rector. 

Administrative and technical com- 
mittees have been appointed, and 
plans are underway for the insti- 
tute’s spring meeting at the Edge- 
water Beach Hotel, Chicago, May 
13-15. 


New Firm in Core Binder Field 
Core-Lube Inc., Danville, IIl., a 


new organization consisting largely 
of former employees of Swan-Finch 
Petrochemicals Corp., has started to 
market core binders, lubricating 
oils, and cutting lubricants. The 
products are comparable to those 
supplied by Swan-Finch before its 
operations were terminated. 
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Raise 
casting 
quality, 

cut costs 
of intricate 


cores 
with... 


INTRICATE CORES are readily made with DEXOCOR 
sand mixes. This one, being assembled in pasting 
frame, is typical of the complex high-precision 


® 
FX 0 C 0 5 B N f) FR cores produced in this foundry. 


High standards of precision at every step of production are a must 
in this foundry—where cast parts must be finished to tolerances 
measured in light bands! No wonder they changed to Dexocor, now 
use this amazing new binder for 19 different core sand mixes! 
Exceptionally important is the marked improvement in casting 
quality achieved with DEXOCOR. Increased hot strength of cores 
combined with better collapsibility helps minimize veining and 
finning—interiors are now smooth, free of sand scabs and readily | ExceLLeNT GREEN PROPERTIES, including greater 
finished with minimum grinding. hesiveness, rigidity and sag resistance for cores 
Also important is a saving of up to 50% in bake time— DEXOCOR by ae te or overhang, are imparted to cores 
cores are better cured after one pass through oven than former cores ia : 
were after two! 
Other advantages resulting from use of DEXOCOR include faster 
mulling, and ready control of blowability, green properties, release 
characteristics and baked strength. 
If you are not already using DEXOCOR get detailed information 
—and technical help in adapting this unique new binder to your 
needs. Contact our nearest sales office or write: 


ete 
e: CORN PRODUCTS SALES COMPANY 


e 17 Battery Place, New York 4, N. Y. 


*%ano®” 


mero — — with Dexocor sand mixes 
aes withstan eat an f 
DEXOCOR® is the perfect teammate for MOGUL® and KORDEK® vendity shake out, Br ge a 


binders and GLOBE® deztrines surfaces in castings. 
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Stopper Heads 

First in a series of brochures on 
the care and use of stopper heads 
tells how they are packed and of- 
fers tips on how to reduce stopper 
damage in plants.—Joseph Dixon 
Crucible Co., Crucible & Refracto- 
ries Division, Wayne & Monmouth 
Sts., Jersey City 3, N. J. 


For More Details Circle No. 444—Page 167 


Gas Burners, Furnaces 


Industrial gas burners, furnaces, 
and accessories for heat treating, 
metal melting, soldering, and dry- 
ing are illustrated and described in 


Catalog 1570.—Charles A. Hones 
Inc., 2463 Grand Ave., Baldwin, 
acy. 


For More Details Circle No. 445—Page 167 


Saw Blade Chart 

To aid in selecting the proper saw 
blade for specific sawing jobs, this 
wall chart lists factors affecting cut- 
ting rate, tool life, and finish for 48 
metals.—DoAll Co., Des Plaines, III. 


For More Details Circle No. 446—Page 167 


Safety Shoes 
Details of 72 different safety shoe 
styles including a buying guide on 
how to select shoes for different con- 
ditions and hazards are provided in 
catalog. —Lehigh Safety Shoe Co., 
Emmaus, Pa. 
For More Details Circle No. 447—Page 167 


Carbon Sand 


Pocket-size booklet describes a 
molding material consisting of par- 
ticles of hard carbon for use as a 
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Literature for Foundrymen 
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mold and core facing. Typical mix 
formulas are given—J. S. McCor- 
mick Co., 25th St. and A. V. R. R., 
Pittsburgh 22, Pa. 

For More Details Circle No. 448—Page 167 


Cope and Drag Sealer 

Technical Bulletin SG756 de- 
scribes and explains the use of an 
extruded plastic sealing compound 
to be laid on the parting line of a 
mold.—Thiem Products Inc., Mil- 
waukee 19, Wis. 
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Industrial Hose 

Catalog 57 describes hose cou- 
plings, stems, swivels, and accesso- 
ries, provides mounting instructions, 
and offers tips on hose selection.— 
J. N. Fauver Co., 49 West Hancock 
Ave., Detroit 1, Mich. 


For More Details Circle No. 450—Page 167 


Infra-red Heaters 

Infra-red radiant heaters fired by 
natural or LP gas are described 
and illustrated in controlled heat 
applications for high bay buildings. 
—Perfection Industries, 1135 Ivan- 
hoe Rd., Cleveland 10, Ohio. 
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Coated Abrasives 

Catalog and price list covers pa- 
per and cloth-backed abrasives in 
sheet, disc, roll, and belt form.— 
Armour Coated Abrasives Division, 
Armour & Co., Alliance, Ohio. 


For More Details Circle No. 452—Page 167 


Ductile Iron 


Booklet describes the properties of 
ductile iron and presents 24 case 
histories illustrating use of the met- 
al for several parts of varying sizes. 
—International Nickel Co., Reader 
Service Section, New York 5, N. Y. 
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Patterns 


Design, engineering, and produc- 
tion facilities for wood, metal, and 
plastic patterns, coreboxes, driers, 
fixtures, and core pasting units are 
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described in booklet—Motor Pat- 
terns Co., 3035 East 61st St., Cleve- 
land 27, Ohio. 
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Fluid Cylinders 

Temporary Bulletin SS-58 de- 
scribes air and hydraulic cylinders 
available in sizes from 1'/ to 8 in. 
in diam. in a variety of mounts.— 
Hydro-Line Mfg. Co., 5600 Pike 
Rd., Rockford, Ill. 


For More Details Circle No. 455—Page 167 


Power Roof Ventilators 


Dimensions, capacity tables, and 
details on accessories and protective 
coatings for power roof ventilators 


POWER ROOF 
VENTILATORS 


are given in Bulletin 2301.—Ilg 
Electric Ventilating Co., 2850 North 
Pulaski Rd., Chicago 41, III. 
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Quiet Air Tools 


Line of air tools completely re- 
designed to achieve noiseless, blast- 
less exhaust is described in litera- 
ture.—Aro Equipment Corp., Bryan, 
Ohio. 


For More Details Circle No. 457—Page 167 


Refractories 
Bulletin 108 deals with high-alu- 


mina refractory standard brick, spe- 
cial shapes, and ramming mixes.— 
Ironton Fire Brick Co., Ironton, 
Ohio. 


For More Details Circle No. 458—Page 167 


Abrasive Segregator 


Data sheet contains specifications 
on a vibrating screening device for 
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separating blast cleaning shot from 
slag, sand, and other foreign ma- 
terial—P.A.C. Mfg. Co., 210 West 
Burlington Rd., La Grange, III. 
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Aluminum Flux 


Booklet, “Apex Flux Data,” de- 
scribes five fluxes for cleansing, de- 
gassing, and refining the grain in 
several types of aluminum alloys.— 
Apex Smelting Co., 2537 West Tay- 
lor St., Chicago 12, IIl. 


For More Details Circle No. 460—Page 167 


Foundry Resins 
Booklet CDC-344 covers phenolic 


resins, including those for foundry 
use.—General Electric Co., Chemi- 
cal Materials Dept., One Plastics 
Ave., Pittsfield, Mass. 


For More Details Circle No. 461—Page 167 


Rare Earth Metals 


Product data on rare earth met- 
als and alloys plus 83 references to 
their use in ferrous and nonferrous 
alloys are offered—New Process 
Metals Inc., 45-65 Manufacturers 
Place, Newark 5, N. J. 


For More Details Circle No. 462—Page 167 


Ladle Heater 


Leaflet describes adjustable, 
swinging arm ladle heater which 
may be fired by either gas or oil.— 
Monometer Mfg. Co., Savoy House, 
115-116 Strand, London, W.C. 2, 
England. 
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Abrasive Belt Grinders 
Booklet, “How Abrasive Belt 


Grinding Increases Production at 


Jon Roo 


‘‘Well, whose idea was it—to teach this cute 
trick to ‘Daddy's widda foundryman'?"’ 
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Ed. Boyer, Sales Manager of American En- 
gineering Company’s Materials Handling 
Division, inspects 26-year-old Lo-Hed hoist 
with James Gift, Molder, and Russell Miller, 
Purchasing Agent for Dodge Steel Company, 
Philadelphia, Mr. Miller writes: 


“When you first asked if we still had this 
hoist in use, we were tempted to say no 
without checking because (1) we like to 
think our plant is too modern to have any- 
thing in it over 26 years old, and (2) it 
seemed impossible for a hoist to hold to- 
gether over 26 years in our type of service. 


“Therefore, the fact that this hoist is still 
very much in use in our plant today indi- 
cates that it is still considered modern in 
design and efficient in operation. 


“Moreover, as repair part purchases have 
been very low, it would seem that this hoist 
still has many more years of useful life left 
in %.” 


Lo-Hed Electric Hoists cost less 
because they last longer 


Based on current prices, this Lo-Hed Hoist 
at Dodge Steel shows a capital cost of less 
than 5% cents per 8-hour shift...and it 
looks good for another 26 years of valuable 
service. 


Just give us the details—there’s a 
Lo-Hed exactly right for your job 


Lo-Hed’s are available with headrooms as 
low as 11”; capacities %4 to 12 tons; all con- 
trol types, two-speed included; 5 suspen- 
sions; shrouded bottom block; 2 automatic 
brakes; anti-friction bearings throughout. 
They’re full load tested, and adaptable to 
any crane or monorail system. Look in your 
classified telephone directory under “A-E 
Lo-Hed Hoists” for your nearest represen- 
tative. 


‘BU 
A LO-HED 


a) 


pore oe ee 
For helpful information on hoists, fill out 
and mail this coupon today. 
Please send me a copy of your booklet on: 


0 “How to select the proper hoist to meet 
your needs.” 


© “Five things to consider before you buy 
that hoist.” 


Position 
Company 
Address 


City i .. Zone..... State 


| 
| 
| 
| 
| 
| 
| Name 
| 
| 
| 
| 
| 
I 


ae Sr: ae 
DISTRIBUTORS AND AGENTS: Distributor- 
ships and agencies for Lo-Hed Electric 
Hoists are available in many parts of the 
country. If you are interested, call or 
write Ed Boyer, Sales Manager, A-E’s 
Materials Handling Division. 


AMERICAN ENGINEERING COMPANY 


Wheatsheaf Lane and Sepviva Street 
Philadelphia 37, Pennsylvania 


Branch Offices: Jersey City e Cleveland e Chicago 
Canadian Subsidiaries: Affiliated Engineering Cor- 
porations, Ltd., Montreal, P.Q. « Bawden Indus- 
tries Ltd., Toronto, Ontario 
AE Products are: Taylor, Perfect Spread and Vibra- 
Grate Stokers, Hele-Shaw and Hydramite Fluid 
Power, Lo-Hed Hoists, Lo-Hed Car Pullers, 
Marine Deck Auxiliaries 
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Lower Cost,” presents case histories 
of abrasive belt applications to em- 
phasize their production versatility. 
—Engelberg-Huller Co., 831 West 
Fayette St., Syracuse 4, N. Y. 
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Dust Collectors 


Bulletin A-9157 covers wet and 
dry dust collectors and auxiliary 
equipment, including cyclones, cen- 
trifugal and dynamic washers, dust 
and fiber filters, discharge gates, 
and trickle valves—Ducon Co., 147 
East Second St., Mineola, L. I., N. Y. 
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Truck Operator’s Guide 


Information on lift truck con- 
struction, operation and mainte- 
nance, plus data on handling and 
stacking techniques are contained in 
“Lift Truck Operator’s Guide.”— 
Towmotor Corp., 1226 East 152nd 

Centrifugal casting machines for casting piston rings at Koppers Co. St., Cleveland, Ohio. 
foundry, Baltimore, Md. Shamva Mullite SM-100 is used to coat the For More Details Circle No. 466—Page 167 
centrifugal molds for these machines to achieve good surface finish. 


Equipment and Service 


Booklet “This Is National” de- 
. scribes sand preparation and han- 


dling equipment and explains the 
company’s foundry engineering and 


“EXCELLENT RESULTS” service operations.—National En- 
gineering Co., 646 Machinery Hall 


Bldg., Chicago 6, III. 


For More Details Circle No. 467——Page 167 


WITH SHAMVA MULLITE SM-100 CORE WASH 


Heat Treating Fixtures 
At the Koppers Co. foundry, in Baltimore, Md., Shamva Mullite Illustrations, specifications, and 


SM-100 core wash delivers ‘‘excellent results.” In this plant, Pilg eI of 16 = bm treat- 
Shamva Mullite SM-100 is used to coat centrifugal molds in “te K7 Wiretex Mfp. a 


which are cast all kinds of metal. Here are five reasons why Mason St., Bridgeport, Conn. 
SM-100 is ideally suited to the operation: oe ae Se ae es eee ter 


1. Good surface finish _ Handling Bulk Materials 


2. Doesn’t settle out of suspension Bulletin GFH-1157 presents new 

ical , ; line of bulk pneumatic conveying, 
3. Easily applied with brush or spray ash handling, dust control, and air 
classifying equipment.—Fluor Prod- 
ucts Co., Whittier, Calif. 


5. Prevents mold sticking For More Details Circle No. 469—Page 167 


4. Cuts machining costs 


SHAMVA MULLITE SM-100 is shipped dry in 90 Ib. bags. For Air Compressors 
complete details, contact your local Shamva Mullite representa- Stationary compressors using the 
tive. He’s in the Yellow Pages under ‘“‘Refractories.”’ Or write to rotary principle of compression and 


Mullite Works, Refractories Division, H. K. Porter Company, Inc., on 3 a Aad Fae oa 


Shelton, Conn. In Canada, H. K. Porter Company (Canada) Ltd., Compressor Co., Kent, Ohio. 
Guelph, Ontario. For More Details Circle No. 470—Page 167 


H.K. PORTER COMPANY, INC. | *™ssing Wheels 


Typical applications, ranges, and 
REFRACTORIES DIVISION | specification table for snagging 


Circle 653 on Page 51 FOUNDRY 








wheels for small castings and steel 
slabs are contained in bulletin. — 
Simonds Worden White Co., 1101 
Negley Place, Dayton 7, Ohio. 


For More Details Circle No. 471—Page 167 


Vacuum Furnace 


Induction heated vacuum melting 
furnace with melt capacity of 50 Ib 
of steel or equivalent volume of 
other metals is described in Data 
Sheet 660.—F. J. Stokes Corp., Vac- 
uum Equipment Division, 5500 Ta- 
bor Rd., Philadelphia 20, Pa. 
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Rider-walkie Trucks 


Operating features of pallet, plat- 
form, stacker, and tractor rider- 
walkie trucks are described in bro- 
chure.—Yale & Towne Mfg. Co., 
11000 Roosevelt Blvd., Philadelphia 
15, Pa. 


For More Details Circle No. 473—Page 167 


Compressed Air Processing 


Brochure 589 tells the advantages 
of proper air line installation, filtra- 
tion and pressure regulation of com- 
pressed air, and air-tool lubrication. 
—C. A. Norgren Co., Englewood, 
Colo. 


For More Details Circle No. 474—Page 167 


V-belts 

Pocket size Booklet S-51107 deals 
with the testing, inspection, and 
quality control of raw materials and 
finished v-belts——Goodyear Tire & 
Rubber Co., Dept. 794, Akron 16, 
Ohio. 
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Portable Electric Tools 


Full line of electric tools and ac- 
cessories is presented in 1958 Cata- 
log F-14340.—Skil Corp., 5033 Els- 
ton Ave., Chicago 30, IIl. 
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Photodrawings 


Pamphlet P-22 describes the tech- 
nique of using photographs to con- 
vey engineering drawing informa- 
tion—Eastman Kodak Co., Roches- 
ter 4, N. Y. 


For More Details Circle No. 477—Page 167 


Industrial Ovens 


Descriptive sheet covers construc- 
tion, heating system, temperature 
control, and safety system for ovens 
offered in seven sizes.—Despatch 
Oven Co., 619 N.E. Eighth St., 
Minneapolis, Minn. 

For More Details Circle No. 478—Page 167 
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Laclede Slagtite 


Cupola Block Spout Runner Tile 


Wherever you are 


LACLEDE REFRACTORIES ARE 
LESS THAN 24 HOURS AWAY 


LACLEDE-CHRISTY WAREHOUSES —together with 204 
dealers and distributors across America—can deliver the 
refractories you need to your plant within 24 hours— 
often less. 


FIVE REASONS YOU BENEFIT by using Laclede-Christy 
local stocks: 


e Greater Furnace Availability. Fast local delivery saves 
downtime—keeps production up. 


Lower Capital Investment. Taxes, insurance, and inven- 
tory costs are reduced. 


Fewer Inventory Losses. Less chance of refractory damage 
while in storage. 


Increased Production Space. You can convert storage 
area into manufacturing space. 


Lower Labor Costs. Laclede refractories are delivered 
right to the point where used. 


With plants near every major producing district, and a sales 
and distribution organization of over 250, Laclede-Christy 
is able to offer swift, specialized service for your foundry needs. 


THE YELLOW PAGES, under “‘Refractories’’, will give you the name 
of your local field representative or distributor. Contact him for 
information, or write to Laclede-Christy Works, Refractories Division, 
H. K. Porter Company, Inc., St. Louis 10, Mo. In Canada, H. K. Porter 
Company (Cancda) Lid., Guelph, Ontario. 


For free catalog No. 46, titled 
‘‘Laclede-Christy in the Foundry’’, write on 
your letterhead to the address above. 


‘HH. K.PortTER Company, INC. 


REFRACTORIES DIVISION 
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Orly FANNER 


shoulder radiator chapliets 


‘rave the exclusive 


SOTO, 
We 


automotive castings radiator castings stove parts castings 


EXCLUSIVE N Cus 
4-WAY BREAKOFF 
NICK 


For better quality castings, for time and money savings in pro- 
duction use fine FANNER radiator chaplets. The exclusive four 
way break-off nick plus their other features speeds production 


Provides maximum support during : 
pouring, yet stem breaks of easily of cleaner, sounder castings and reduces labor costs. 


in any direction so that the few re- ° ° 
4 
maining after shake-out can be The development of the 4 way break-off nick is one more exam- 
easily brushed off with no apparent ple of Fanner’s constant study and engineering based on more 
f k ini ° . . 
i a a aca than 60 years of experience in foundry practice. 


Fine FANNER Radiator Chaplets are particularly suited for 
light pressure castings such as gas burners, radiator sections, 
manifolds and others. They are designed for use with the side 
of the greatest bearing surface against the green sand and will 


on = su rt approximately 5 pounds per square inch load 
KNITTING NICKS Ppo PP y oP per sq . 





SNE a Ee Get complete information on FANNER Radiator Chaplets with 
: the “4 way break-off nick” and other fine FANNER chaplets 


knitting with molten metal, assuring 


thorough fusion and resulting in by writing for the FANNER Chaplet catalog today! 


clean, solid castings. 





Qualified and specialized engineers in Fanner's Technical Service Divi- 
sion are available for consultation, without obligation, on problems of 
producing more intricate castings; developing increased strength, closer 
tolerances, and better quality; reducing machining and improving finish 
-— both in ferrous and non-ferrous castings. Take advantage of the re- 
search and development work that Fanner has invested in this field 
to improve your profit picture! Simply direct your request to the address 
shown below. 





STURDY SHOULDER 
AND SOLID RIVETED 
HEAD 


Shoulder is designed and placed to 
permit chaplet to be set into pattern 


seh ll ith } 
require istance without guess THE FANNER MANUFACTURING Co. 


work. Solid riveted head exactly at 
ane ongres: Se etm to:tnaure thet Designers and Manufacturers of Fine Fanner Chaplets and Chills 


choplet is always perfectly “true”. 
BROOKSIDE PARK ¢ CLEVELAND 9, OHIO 





a a NEES Se nmin 
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FANNER 
REPRESENTATIVES 
ARE AT YOUR SERVICE 


ALABAMA 

Hill & Griffith Co. 

P. 0. Box 548 
Birmingham 1, Ala. 
CALIFORNIA 

Barker Foundry Supply Co. 
4887 Fruitiand Ave. 
Los Angeles 58, Calif. 
Pacific Graphite Co., Inc. 
2522 Malt Avenue 

Los Angeles, Calif. 
Pacific Graphite Co., Inc. 
40th & Linden Streets 
Oakland, California 
Snow & Galgiani 

533 Second Street 

San Francisco, Calif. 


COLORADO 


Mine & Smelter Supply Co. 


1422 17th Street 
Denver, Colorado 
ILLINOIS 

Hill & Griffith Co. 
4606 West 16 Street 
Chicago 50, Ill. 
Foremost Fdry. Supply Co. 
Chicago, III. 

Mail Address 

2400 S. 43 Street 
Milwaukee, Wisc. 
The S. Obermayer Co. 
2564 West 18 Street 
Chicago 8, lil. 
INDIANA 

The John M. Glass Co. 
18 S. New Jersey 
indianapolis, Ind. 
Frederic B. Stevens, Inc. 
36 Shelby 
indianapolis, Ind. 


KANSAS 

Canfield Foundry Supply 
& Equipment Company 
1721 Minnesota Ave. 
Kansas City, Kansas 


MASSACHUSETTS 


Springfield Facing Co. 
Willimansett, Mass. 


MICHIGAN 

A. T. Wagner Co. 

2720 Wight 

Detroit, Mich. 

Frederic B. Stevens, Inc. 
1800 Eighteenth 
Detroit 16, Michigan 
Wolverine Fdry. Sup. Co. 
3211 Belleview Ave. 
Detroit, Mich. 

E. J. Woodison Co. 
7415 S$. Aubin 
Detroit, Michigan 


MINNESOTA 

C. D. Gallaher Co. 
428 Stinson Bivd. 
Minneapolis 13, Minn. 


MISSOURI 

M. A. Bell Co. 

217 Lombard St. 

St. Louis 2, Missouri 

St. Louis Coke & Foundry 
Supply Company 

1525 Sublette Ave. 

St. Louis 10, Missouri 


NEW JERSEY 
Springfield Facing Co. 
S. 2nd & Bergen St. 
Harrison, N. J. 
OREGON 


LeGrand Ind. Supply Co. 
155 W. Arthur 
Portland, Oregon 


NEW YORK 

The E. J. Woodison Co. 
146 Chandler 

Buffalo, N. Y. 

Frederic B. Stevens, Inc. 
93 Stone Street 
Buffalo 12, N. Y. 

M. L. Doelman 

66 Russell Avenue 
Buffalo, N. Y 

Lovejoy Patent Spec. Co. 
Hoosick Falls, N. Y. 


OHIO 

Buckeye Products Co. 
7020 Vine Street 
Cincinnati, Ohio 
Goehringer Fdry. Sup. Co. 
919 West Fifth 
Cincinnati 3, Ohio 

Hill & Griffith Co. 

1262 State Avenue 
Cincinnati, Ohio 

Federal Fdry. Supply Co. 
4600 East 71 Street 
Cleveland 5, Ohio 
Galion Fdry. Spec. Co. 
131 W. Walnut Street 
Galion, Ohio 

Fenton Foundry Supply Co. 
134 Gilbert Ave. 

Dayton, Ohio 

The S$. Obermayer Co. 
647 Evans Street 
Cincinnati 4, Ohio 
Huffman Fdry. Supply Co. 
1193 Main Ave. 
Cleveland, Ohio 

Freeman Supply Co. 
1152 East Broadway 
Toledo, Ohio 


PENNSYLVANIA 

J. $. McCormick Co. 
25th St. & A.V.R.R. 
Pittsburgh 22, Penna. 
The S. Obermayer Co. 
33rd & A.V.R.R. 
Pittsburgh 1, Penna. 
William E. Hoffman & Son 
3404 Circle Ave. 
Reading, Penna. 

S. G. Walton 

80 26th St. 

Pittsburgh 22, Penna. 
J. J. McCo 

5232 Hutchinson 
Philadelphia, Penna. 


TENNESSEE 

Fred H. McGee 

3010 West 18 St. 
Chattanooga 2, Tenn. 


TEXAS 

M. A. Bell Co. 
3201 Sherman 
Houston, Texas 
Hill & Griffith Co. 
1302 Nance Street 
Houston 10, Texas 


WASHINGTON 

Pearson & Smith 

W. 1133 College Avenue 
Spokane, Washington 
Carl F. Miller & Co. 
1217 6th Ave., S. 
Seattle, Washington 


WISCONSIN 

Fire Brick Engineers Co. 
2400 S. 43rd St. 
Milwaukee 1, Wisc. 
Foremost Fdry. Supply Co. 
2400 S. 43rd St. 
Milwaukee, Wisc. 


The FANNER MANUFACTURING Co. 


Brookside Park 
Cleveland, Ohio 
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MALLEABLE FOUNDERS’ SOCIETY 


Holds Semiannual Meeting at Cleveland 


XPECTATIONS of a relatively 

slow first half in business and 
plant operations were voiced by 
member foundries at the semiannual 
meeting of the Malleable Founders’ 
Society held at Cleveland, Jan. 17. 
There are some prospects, however, 
for recovery later in the year. 

The meeting, presided over by so- 
ciety president Phil C. DeBruyne, 
Moline Malleable Iron Co., St. 
Charles, Ill., was devoted partly to 
discussion of some committee activi- 
ties. 

Gordon B. Mannweiler, Eastern 
Malleable Iron Co., Naugatuck, 
Conn., reported as chairman of the 
Research and Technical Council on 
various current and future projects. 
These studies include such subjects 
as trace elements in malleable iron, 
straightening, surface hardening, hot 
tears, corrosion resistance, damping 
capacity, and machinability. Favor- 
able results of the recent study of 
high-temperature performance of 
malleable iron are expected to open 
new opportunities for applications 
of malleable castings in high-tem- 
perature service. 

Some details of the society’s new 
redesign and conversion contest were 
discussed by Lloyd E. Young, Su- 
perior Steel & Malleable Castings 
Co., Benton Harbor, Mich., and 
chairman of the Market Develop- 
ment Council. The 1958 Market 
Development Conference to be con- 
ducted by the council is scheduled 
for April 9-10 at the Edgewater 
Beach Hotel, Chicago. 

Discussing the outlook for indus- 
tries having a relatively large num- 


ber of employees, Lowell D. Ryan, 
executive vice president of the so- 
ciety, pointed out that in recent 
years they have not fared as well 
profit-wise as have those with the 
lowest employment. 

A motion picture of an automatic 
molding and pouring installation at 
the George Fischer malleable found- 
ry in Switzerland was presented by 
William Illuminati, chief engineer, 
American Automation Corp., New 
York. This installation produces 300 
molds an hour with nine men, not 
including core setters. Flasks are 
22 x 27 in., 6 to 12 in. high. Man- 
hours per ton of castings produced 
vary from 3 for an overage casting 
weight per mold of 20 Ib to 1 man- 
hour for 60 Ib of casting weight. 

Automated operations include 
molding, closing of molds, weighing 
of molds, pouring, mold cooling and 
shakeout, sand feed and _ return, 
mold separation, and return of bot- 
tom plates, and cope and drag flasks. 

All program cycling devices op- 
erate on the mechanical-pneumatic 
principle. An electrical system in- 
dicates the location of malfunc- 
tioning of any major elements of 
the installation. 

The molding units are designed to 
permit the change of a pattern plate 
within about one minute. Stand- 
ardized pattern frames allow the 
mounting of patterns on the full- 
size plate or on segments of it. It 
is also possible to use a different 
flask height for each of the three 
molding stations. The system makes 
runs of as few as 100 castings eco- 
nomically feasible. 


Executive Committee of the Malleable Founders’ Society at the recent semi- 


annual meeting. 


Co.; Philip C. DeBruyne, Moline Malleable Iron Co.; 


Left to right are Leon J. Wise, Chicago Malleable Castings 


Richard W. Crannell, 


Lehigh Foundries Co., and Lowell D. Ryan, executive vice president of the society 
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FEF College-Industry Meeting 
Will Consider Future Trends 


“Science and Engineering—the 
Key to the Foundry Industry’s Fu- 
ture” will be the theme of the 11th 
annual Foundry Educational Foun- 
dation College-Industry Conference. 
The meeting will be held at Hotel 
Statler, Cleveland, March 12-13. 

The program includes two panel 
discussions. One will cover new 
aspects of engineering education in 
cast metals; the other will develop 


an expanded FEF program to pro- 
vide technicians, engineers, and 
scientists for the industry. Key pro- 
fessors from 8 of the 17 FEF schools 
will report on the newest develop- 
ments in cast metals on their cam- 
puses. 

Dr. Clyde E. Williams, former 
president, Battelle Memorial Insti- 
tute, will speak at the annual ban- 
quet on “A Look into the Future 
of Cast Metals.” Dean Clement J. 
Freund, University of Detroit, will 
address the luncheon, March 12, on 
“The Foundry Industry’s Need— 





eee 


—== 
> DEPENDABLE TEMPERATURES 
CONTROL 


Check your molten metal temperatures often with 
Marshall Enclosed-Tip Thermocouples to insure real 
temperature control. This will assure pouring neither 
too hot nor too cold, but at just the right heat. 


Thus Marshall Thermocouples will aid you to pro- 
duce sound, dense castings. They will help to elim- 


inate 


casting flaws, 


such as misruns, pinholes, 


| excessive shrinkage — cut costs and increase output. 


from Craftsman to Scientist.” 
Program details follow: 


Wednesday, Mar. 12 

8:30 a.m.—Registration—Pine Room. 

9:30 a.m.—Opening Remarks — President 
C. V. Nass. 

9:45 Panel: “Engineering Education in 
Cast Metals for the Future,” W. B. 
Bishop, Archer-Daniels-Midland Co., 
Cleveland, presiding. Members: C. F. 
Walton, Gray Iron Founders’ Society; 
J. H. Lansing, Malleable Founders’ So- 
ciety; H. F. Scobie, Non-Ferrous Found- 
ers’ Society; and C. W. Briggs, Steel 
Founders’ Society of America. 

12:15 p.m.—Luncheon: “The Foundry In- 
dustry’s Needs—from Craftsman to 
Scientist,” Dean Clement J. Freund, 
College of Engineering, University of 
Detroit. 

2 p.m.—University Reports: “New De- 
velopments in Cast Metals on the Cam- 
pus’—E. Paul DeGarmo, California; 
D. C. Williams, Ohio State; C. T. 
Marek, Purdue; and J. L. Leach, Illi- 
nois. 

3:20 p.m.—Annual Meeting: Reports of the 
president, secretary-treasurer, nominat- 
ing committee, election of officers and 
trustees-at-large, resolutions. 

4 p.m.—Trustees Meeting, 1958-59. 

6 p.m.—President’s Reception—Grand Ball 
Room. 

7 p.m.—Banquet: “A Look into the Fu- 
ture of Cast Metals,” Dr. Clyde E. 
Williams, president, Clyde E. Williams 
& Co., Columbus, Ohio. 

Thursday, Mar. 13 

9:30 a.m.—University Reports: M. S. Bur- 
ton, Cornell; D. S. Eppelsheimer, Mis- 
souri School of Mines; R. A. Flinn, 
Michigan; and H. F. Taylor, M. I. T. 

10:30 a.m.—Panel: “An Expanded FEF To 


Couple wires in these instruments 
are swaged into the tip, and in- 
sulated from contact throughout 
the tube. Readings are instant and 
exact. 


s Meet the Needs of the Foundry Indus- 
try,” Frank G. Steinebach, moderator. 
The College (Undergraduate) Program, 
M. J. Allen, American Steel Foundries; 
Technical Institute Program, T. T. 
Lloyd, Albion Malleable Iron Co.; Grad- 
uate Study Program, Walter Sicha, 
Aluminum Co. of America; and Design 
Engineering Program, George K. Dreher, 
Steel Founders’ Society of America. 

12:25 p.m.—Luncheon: Conference sum- 
mary and concluding remarks by the 
new FEF president. 


L. H. MARSHALL CO. 
270 W. Lane Ave., 
Columbus, Ohio 


- |e if 


Starts New Ferro-Alloy Plant 


First of three large modern elec- 
tric submerged arc furnaces to be 
put into operation to produce sili- 
con metal for the aluminum and 
chemical industries as well as high 
grade ferro-silicons for the iron and 
steel industry was turned on recent- 
ly at Ohio Ferro-Alloys Corpora- 
tion’s new reduction plant near 
Powhatan Point, Ohio. 

Known as the Powhatan plant, it 
will be the fourth operated by the 
company and will cost more than 
$3 million. Some of the key per- 
sonnel have been moved from other 
plants of the company, including 
Thomas Casto who was transferred 
from Tacoma, Wash., and will man- 
age the new facility. Company’s 
home office is located in Canton, 
Ohio. 


THERMOCOUPLES; 
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Floor space is unobstructed, free of traffic with American MonoRail 


overhead handling. 


Here's a way to make your lost ceiling space pay off 


MONORAIL 


increases plant capacity... 
cuts handling costs... 
reduces worker fatigue... 
minimizes damage and loss. 


You can get more profit out of your plant. 
American MonoRail Engineers can show you 
how to convert lost ceiling space — eliminate 
obstructive storage around machines — and gain 
additional operating area. Find out how you 
can process work in motion, cut down idle time, 
and assure safe handling of product. Work can 
be done at comfortable heights — worker fatigue 
lessened — heavy loads eliminated — and damage 
to product reduced. 

Let American MonoRail Engineers plan your 
handling. Write for full information today. 


AMERICAN. 


ENGINEERED MATERIALS HANDLING 


13104 ATHENS AVENUE 
CLEVELAND 7, OHIO 


MONORAIL 





MEMBER OF MATERIALS HANDLING INSTITUTE AND MONORAIL MANUFACTURERS ASSOCIATION 
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AFS INSTITUTE 
Expands Training Courses 


HE 1957 series of technical train- 

ing courses sponsored by the 

Training & Research Institute of 
the American Foundrymen’s Society 
received a tremendous response 
from the foundry industry. Enroll- 
ments and enthusiasm in the 
courses offered far exceeded opti- 
mistic expectations of the program 
administrators. 

With the exception of the first 
course, Sand Testing, all courses 
had capacity or near-capacity en- 
rollments. Several courses were 
over-subscribed, necessitating — re- 
peat scheduling during 1957. These 
will also be repeated in the 1958 
series. 

In one instance, the course Cu- 
pola Melting of Iron was repeated 
Jan. 27-31, 1958, with the class 
size increased from 25 to 75. The 
course even then was_ over-sub- 


By RALPH E. BETTERLEY 
Education and Training Director 
American Foundrymen’s Society 
Des Plaines, III. 


scribed by 24 students. It was also 
scheduled for Feb. 10-12 at Berke- 
ley, Calif. 

This response is highly indicative 
of the casting industry’s desire for 
this type of educational program 
to up-grade and improve its plant 
personnel. That the foundry indus- 
try is also cognizant of its training 
needs and is willing to materially 
support such a broad, long-range 
program is reflected substantially by 
this early reaction as well as the 
favorable responses reported on 
course questionnaires which are 
completed by all participants in the 
program. One such unsolicited en- 
dorsement from the president of a 
sizable midwest foundry is as fol- 
lows: 


“I had the privilege of attend- 
ing several of your cupola sessions 
and was sincerely impressed with 
the very capable and efficient man- 
ner in which it was handled. I be- 
lieve you are doing a very worth- 
while job and feel that these courses 
are fulfilling a critical need in the 
foundry industry. 

“IT am sure that the time and 
money spent attending these ses- 
sions will be repaid to us many 
times over, and I sincerely recom- 
mend that our member companies 
exert every effort to subscribe and 
support these courses and thus as- 
sure their continuance for many 
years to come.” 

Many such qualitative compli- 
ments have been received at the 
AFS headquarters office, and this 
response parallels top manage- 
ment’s willingness to co-operate in 


SCHEDULE OF AFS 1958 TRAINING COURSES 





COURSE NO. 


SUBJECT & DESCRIPTION 


DATES 


LENGTH 


WHERE 





T2A-58 


Limited to 25 


MTY1A-58 


representation 


S1A-58 3 Sand Testing 


and sand suppliers 


MTY2A-58 


M3D-58 





Nondestructive Testing 


chasers, and quality control personnel. 
Magnetic particle, x-ray, 


Cupola Melting of Iron 


cupola operation are considered. 
lurgy of cast iron, safety, 

Melting of Copper-Base Alloys 
Lecture course for melters, 
melting technology, equipment, quality control, testing, and raw materials. 
considered in light of optimum results with maximum safety to personnel and equipment. 

Metallography of Ferrous Metals 


Lecture course for melters, 
metallurgists, and design engineers. 


Demonstration and laboratory course. 
sand properties, variables and controls. 
Limited to 25. 


Metallography of Nonferrous Metals 


Cupola Melting of Iron 
(As described above for Course M3C.} 


March 3-7 


Lecture and demonstration course for metallurgists, supervisors, industrial engineers, foremen, castings pur- 
Standard methods to test cast metals, application and interpretation. 
gamma-ray, penetrants, fluorescent dyes, new developments and safe practices. 


March 17-18 


Lecture course for cupola operators, supervisors, metallurgists, foremen. 
Raw materials, cupola design, quality control, combustion contro!, metal- 
preventive maintenance and new developments. 


April 2-4 


supervisors, metallurgists, and foremen. 


April 16-18 


supervisors, foremen, foundry engineers, researchers, laboratory technicians, 
History, basic metallurgy, terminology, equilibrium and phase diagrams, 
micro and macro analysis, physical properties based on metallographic interpretation, heat treatment, graphic 
Equipment and basic principles of metallography. 


June 2-6 


June 25-27 


July 7-11 


5 days 


2 days 


Basic principles for optimum 


3 days 


Nomenclature, alloy classification, 
Basic control variables are 


3 days 


5 days 


Basic testing methods and equipment are demonstrated in view of 
Desirable course for sand technicians, foremen, supervisors, trainees, 


3 days 


Lecture course same as Course No. MTY1, except technology and principles apply to nonferrous metals 


5 days 


Chicago 


Hamilton, Ont. 


Chicago 


Chicago 





Detroit 


Chicago 


Chicago 
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JEFFREY helps modernize 
A. C. Williams Co. foundry at Ravenna, Ohio 





Jeffrey hoppers supply sand directly to molders’ sta- 
tions; save considerable time, effort and floor space. 


Jeffrey equipment played a major part in improving plant 
efficiency when A. C. Williams Co. modernized its foundry. 
Jeffrey overhead sand distributing systems, MV conveyors, 
aerators and apron conveyors are being used. 


You can call on Jeffrey for equipment or for complete 
system engineering to improve efficiency and to boost profit. 
Jeffrey engineers are thoroughly familiar with all phases 
of foundry operations. Jeffrey-built equipment is expressly 
designed for the high-speed, low-maintenance operation 
modern foundries require. 


oe Complete information on Jeffrey foundry equipment and 
peeeny Pail pars service is described in Catalog 911. Write for your copy. 
ejjrey conveyors move material wit ° 
non-sliding, hopping action that assures long The Jeffrey Manufacturing Company, 907 North Fourth 
deck life; abrasive wear is negligible. Street, Columbus 16, Ohio. 


CONVEYING « PROCESSING « MINING EQUIPMENT... TRANS- 
MISSION MACHINERY... CONTRACT MANUFACTURING 
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SCHEDULE OF AFS 1958 TRAINING COURSES 


SUBJECT & DESCRIPTION DATES LENGTH WHERE 
Sand Control & Technology Aug. 4-8 5 days Detroit 


Lecture course for foundrymen having had some experience in sand testing, control, and technology. Statis- 
tical controls, mold wall movement, hot deformation, creep deformation, mold atmosphere, heat transfer, 
mechanical sand properties, metal penetration, and quality control. Pre-requisite Course No. $1 or equivalent 
experience. 





COURSE NO. 
$23A-58 


Aug. 18-20 3 days 


Lecture and demonstration. Course for patternmakers, foremen, supervisors, trainees, purchasers of castings, 
suppliers, and management. Materials, equipment, layout, allowances, construction techniques, and recent 
trends. Emphasis placed on new materials, processes, techniques and their application. Limited to 25. 


Sept. 8-12 5 days 


Demonstration and lecture course on in-plant environmental problems and safety. Workmen's compensa- 
tion, first aid, personnel protective equipment, physical examinations, occupational diseases, ventilation, 
radiation hazards, foundry noise are items included in the study. Appropriate for foremen, supervisors, 
engineers, safety men and top management. 


Patternmaking Chicago 


SAF1A-58 Industrial Environment Chicago 


Sept. 24-26 3 days Chicago 


Lecture course on product analysis from the design to the marketing of the finished casting. Study will 
be made of casting design, patterns employed, equipment, cleaning of castings, cast analysis, casting 
processes, engineering properties of cast metals, and sales promotion. Scheduled for all types of foundry 
engineers, sales engineers, technicians, supervisors, metallurgists and management. 


Oct. 1-3 3 days 


Lecture course covering the laws and interpretation, problems, suggested solutions, and the drafting of 
intelligent ordinances from the foundrymen's standpoint. Foundry effluents, air cleaning equipment, sam- 
pling techniques are topics studied. Important course for all supervisory and management personnel. 


Oct. 13-17 5 days 


Lecture and work shop course on better standards and cost control. Rating and motion and time study 
techniques. Statistical and quality control methods applied to sampling procedures and standards develop- 
ment. Industrial engineers, cost control, time study engineers, supervisors, superintendents, and top 
management. Limited to 25. 


Product Development 


SAF2A-58 Air Pollution Control and Legislation Chicago 


IETA-58 Industrial Engineering Chicago 


Oct. 27-31 5 days 


Lecture course on the various problems relating to gating and risering. Metal flow, solidification phenom- 
ena, heat transfer, shrinkage, hot tears, ferrostatic pressure, gate and riser design, mold wall movement, 
and surface tension are some of the many facets considered. Intended for foremen, technicians, foundry 
engineers, supervisors, industrial engineers, and production and quality control personnel. 


Nov. 10-12 3 days 


Lecture course on problems of rehabilitation or building of new plants. Materials handling, equipment, shop 
routing, storage, cleaning and shipment, safety and hygiene, production and job shop considerations are 
included. Foremen, supervisors, industrial and production engineers, and management. 


REGISTRATIONS NOW OPEN. Reservations for all 1958 training courses should be made 
by the course numbers and dates given. Registrations accepted in order as received to 
attendance limits. Payment of tuition fees should accompany enrollment application. 
Make all reservations only with Director, AFS Training & Research Institute, Golf & 
Wolf roads, Des Plaines, Ill. Tel. VAnderbilt 4-0181. 


Gating and Risering of Ferrous Castings Chicago 


Foundry Plant Layout Chicago 











poting a large percentage of the 


igh-qualified experts needed to 
teach specific technical areas of the 
courses. According to S. C. Mas- 
sari, T & RI director, “This pro- 
vides an opportunity for the maxi- 
mum ‘know-how and why’ to be 
given to foundrymen having prac- 
tical experience but lacking the op- 
portunity and/or the facilities for 
adequate technical training.” 

Some revealing statistics on the 
1957 courses are as follows: 

1. 403 students registered from 
25 states, 2 provinces of Canada 
and 2 states in Mexico. 

2. Average round-trip distance 
traveled per student for courses 
was 833.6 miles. 

3. Foundry personnel made up 
89 per cent of the students, the re- 
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maining 1] per cent coming from 
foundry suppliers. 

4. Job titles ranged from trainees 
to presidents, with metallurgists 
ranking first, foremen second, su- 
perintendents third, engineers 
fourth, and assistant superintend- 
ents fifth. Presidents ranked 
twelfth. 

5. Less than 30 per cent of the 
students enrolled for all courses 
came from the cities (including 
their immediate suburban areas) 
where the courses were held. 

The 1958 series of courses in- 
cludes several additional new cours- 
es added to courses which were 
heavily over-subscribed in 1957. 
The course numbers, descriptions, 
dates, locations, and fees are shown 
in the accompanying listing. 


Book Review 


Welding Handbook, edited by Arthur 
L. Phillips, cloth, 6 x 9 in., 560 pages, 
published by American Welding Society, 
33 West 39th St, New York 18, N. Y. 
Price $9. 


First section of the fourth edition 
deals with the fundamentals of 
welding: Standard welding terms, 
basic welding metallurgy, design, 
inspection, statistical control, engi- 
neering tables, thermal and me- 
chanical treatment of weldments, 
cost estimating, and safe practices. 
A bibliography is included at the 
end of each chapter. An additional 
section of the book will be published 
each year for the next five years 
to keep the book up to date. 
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HANSBERG DAVENPORT S4oczez 


No 

hole 

body o 
which is 
in core bto 


ONLY TWO CONTROL LEVERS. Left 
handle for hydraulic adjustment of table 
height (also hydraulic draw of core box). 
Right handle, semi-automatic for horizontal 
and vertical clamping and shooting. (Push 
button cycle timing is also available.) 





SHOOTER HEADS are quick interchange- 
able with 3 types available —- UNIVERSAL 
HEAD, STANDARD HEAD or SPECIAL 
HEAD — Built to meet special core 
specification. 


RAPID CHANGE OF CORE. BOXES. 
Adjustable table height hydraulically op- 
erated, telescoping cylinders, hydraulic 
AND air operated with 12 inch hydraulic 
and 7 inch air draw. 


es, PEE tyre . 
- . 5 ae 
- tas < 


ADDITIONAL FEATURES 
AIR CONNECTION requires only 1 inch pipe line as compared to 2¥2-3 inch 
diameter pipe lines for same size blower—Low air consumption. STOPS SAND 
BLASTING of core boxes—longer life of equipment. ooden boxes possible 
without special attachments. VENTING is simplitied since the propelling air does 
not mix with the sand and only atmospheric air is removed from core box. SANDS 
WITH EXCEPTIONAL GREEN STRENGTH can be used with majority of 
core boxes. High green strength sands, oil sands, molding sands, sands for CO2 
PROCESS, shell molding resin sands, resin cereal core sands, pelleted pitch core 
sands etc.,—which are either difficult or impossible to BLOW, can be handled 
by ‘“SHOOTING’’. “SHOOTING” is the ADVANCED METHOD of making 
faedey CORES more uniform, in less time, at a lower cost. HANSBERG 
“‘“SHOOTERS”’ is a patented method of shooting cores and at the International 
Foundry Exhibition held in Germany this ‘‘Core Shooter’’ was the outstanding ma- 
chine displayed—(over 4,000 are in operation). 
FIVE SI ES—"DAVENPORT SHOOTERS”’ 
built in 5 sizes, capacities 4 - 17 - 42 - 88 - 250 pounds. 


The term “Shooter” is a registered trademark of 


DAVENDORT MACHINE’ AND 
Davenport Machine and Foundry Company. Cited ry Company 


Davenport, lowa, U.S.A. 


oo get tie 2 ABE ES ee 
SR aS NT oy he RNS 


o.oo 
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INFORMATIVE PAPERS AND SHOW 
Planned by AFS for Cleveland in May 


REPARATIONS are approaching 
the final stages for the combined 
Casting Congress and Foundry 
Show to be conducted by the Ameri- 
can Foundrymen’s Society at Cleve- 
land, May 19-23. 

Comprehensive coverage of the 
newest in foundry equipment, sup- 
plies, and services will be supplied 
by the more than 200 firms plan- 
ning exhibits in the Cleveland Pub- 
lic Auditorium. Latest developments 
in foundry practices will be dis- 
cussed in the five-day program of 
technical sessions and shop courses. 

New Officers and Directors—For- 
mal election of new officers and di- 
rectors selected by the nominating 
committee, as announced last 
month, will take place at the busi- 
ness meeting. Currently AFS vice 
president, Lewis H. Durdin, presi- 
dent, Dixie Bronze Co., Birming- 
ham, has been selected to succeed 
Harry W. Dietert as president of 
the society. Charles E. Nelson, tech- 
nical director, Magnesium Div., 
Dow Chemical Co., Midland, Mich.. 


has been nominated vice president. 

These six men were picked to 
serve as directors for three years: 

David W. Boyd, assistant general 
manager, Engineering Castings Inc., 
Marshall, Mich., from the Central 
Michigan Chapter. 

T. W. Curry, director of research, 
Lynchburg Foundry Co., Lynch- 
burg, Va., from Piedmont Chapter. 

R. R. Deas Jr.,. vice-president and 
works manager, Hamilton Foundry 
& Machine Co., Hamilton, Ohio, 
from the Cincinnati District Chap- 
ter. 

Jake Dee, president, Dee Brass 
Foundry, Houston, Tex., from the 
Texas Chapter. 

Webb L. Kammerer, president, 
Midvale Mining & Mfg. Co., St. 
Louis, Mo., from the St. Louis Dis- 
trict Chapter. 

H. M. Patton, manager, Foundry 
Div.. American Hoist & Derrick Co., 
St. Paul, from Twin City Chapter. 

For Merit and _ Service — Six 
awards will be made at the busi- 
ness meeting—three each for scien- 


Revolutionizes Sand Systems 


th 


e 
HARTLEY 
BOND FEEDER 

- MEASURES 

- TRANSPORTS 

- SPEEDS-UP 


Hartley,—originator of automatic mois- 
ture controls for sand systems, invites 
inquiries on its newest development 
illustrated here. Hopper sizes start at 28 
cu. ft. Bond is transported to mixer in 
precisely measured quantities which can 
be changed instantly. May be located at 
floor level, or below, any distance from 
mixer. Ideal for multiple mixing units 
operating from same hopper. 





HART LE WY 
(onleols CORPORATION 


SPECIALISTS IN 
FOUNDRY CONTROLS 


NEENAH 


WISCONSIN 
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tific merit and service citations. The 
society's Board of Awards has se- 
lected the following for Awards of 
Scientific Merit: 

Mervin H. Horton, materials en- 
gineering division, Deere & Co., 
Moline, IIl., “for technological con- 
tributions over many years to the 
Gray Iron and Sand Divisions of the 
society.” 

Kenneth H. Priestley, president, 
Vassar Electroloy Products Inc., 
Vassar, Mich., “for long and con- 
scientious effort in the development 
of gray iron shop course programs 
at the AFS annual Castings Con- 
gress.” 

Franklin B. Rote, technical direc- 
tor, Albion Malleable Iron Co., Al- 
bion, Mich., “for noteworthy con- 
tributions to the AFS Malleable Di- 
vision in furthering the technical 
prestige of the society.” 

Service Citations will go to the 
following: 

Frank S. Brewster, director of re- 
search and development, Brumley- 
Donaldson Co., Huntington Park, 
Calif., “for valuable service to the 
society and the castings industry in 
the develonment and dissemination 
of hasic sand technologv.” 

Frnest T. Kindt. nresident, Kindt- 
Collins Co.. Cleveland, “for faith- 
ful and continuous service to the so- 
cietv and the natternmaking branch 
of the castings industrv.” 

Fred G. Sefing, metallurgist, De- 
velopment & Research Div., Inter- 
national Nickel Co., New York, “for 
long and conscientious service to 
AFS and the castings industry in 
fostering foundry educational pro- 
grams at all levels.” 

Gold medal awards, the society’s 
highest honor, will be presented at 
the Wednesday evening banquet. 
Selected for this award are: 

Ralph <A. Clark, manager of 
foundry service, Electro Metallurgi- 
cal Co., division of Union Carbide 
Corp., Cleveland, the Thomas W. 
Pangborn Gold Medal “for out- 
standing contributions to the society 
and to the ferrous castings indus- 
try, esnecially in the field of gray 
iron metallurev.” 

Howard J. Rose, chief metallurg- 
ist, Castings Div., Aluminum Co. 
of America, Pittsburgh, the William 
H. McFadden Gold Medal “for out- 
standing contributions to the societv 
and to the light metals branch of 
the castings industrv.” 

William W. Maloney, general 
manager and _ secretary-treasnrer, 
AFS. the Josenh S. Seaman Gold 
Medal “for enthusiastic leadership 
and completely unselfish devotion 
to the society as its secretary and 
general manager.” 
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(Advertisement) 


THERE’S A BETTER WAY... 


"Task Force Tactics” 
Save Money on Tough 
Machinery Installations 


TWO 100-TON “A” FRAMES. (CCC built) were 
needed to position the crown of this big 
Hamilton press. 


~~ 


Yes, there’s a way to make and 
save money when having machinery 
installed. First, be sure the job is 
handled by a professional installer. 
Then make certain that your profes- 
sional working partner is fast, ac- 
curate and responsible. 

When stubborn problems develop 
on a big industrial installation, only 
a miracle can get the project back on 
schedule. Commercial Contracting 
Corporation, a leading U. S. installer 
based at Detroit, has an effective 
solution. A task force of specialists is 
assigned to cover each phase of an 
installation. Each unit is a self- 
sufficient team capable of completing 
the job without additional help. A 
twin-engine airplane whisks key 
operating personnel from job to job. 
Mobile telephones link home office 
and project activities. 


A TYPICAL CCC “TASK FORCE" UNIT headed by J. C. McLure, 
Project Coordinator. On his left E. C. Sawyer, Estimating 
Engineer, U. A. Strang, Director-Purchasing and C. M. Wasson, 
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A Commercial Contracting Cor- 
poration spokesman says “‘The task 
force approach is the only positive 
method we have of tying together 
the hundreds of details in the in- 
stallation of complicated machinery. 
Delays boost the price of the equip- 
ment. By maintaining or beating 
schedules, we make money for our 
customers.”’ 

This technique was born of neces- 
sity to keep pace with postwar indus- 
trial expansion. Yesterday’s make- 
shift methods could not meet the 
challenge. Task force tactics do, and 
industrial installations have become 
a big and specialized business. 

CCC’s reputation, gained through 
the installation of seven of the 10 
major automotive press plants built 
since 1947, now reaches into the 
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steel, aluminum and other basic 
metals industries. The company, 
trained in serving the auto industry, 
applies its task force techniques to 
major installations of automation 
machinery, rolling mills, foundries, 
press plants and other types of manu- 
facturing equipment. 

That’s why leading users agree 
that installing industrial machinery 
and equipment is not a do-it-your- 
self project. There’s a better, faster 
and more economical way. 

CCC’s 16-page illustrated bro- 
chure, “Industrial Installations,’ 
explains these services more fully. 
To obtain a copy or help on your 
own problems, address your request 
to Commercial Contracting Corpo- 
ration, 12160 Cloverdale, Dept. 1-F 
Detroit 4, Michigan. 


Company Pilot. On Mr. McLure’s right C. J. Duke, Superin- 
tendent-Operations. Q. C. Clark, General Superintendent and his 
Assistant Superintendents L. A. Watson and F. Cangemi. 








FOUNDRYMEN... 
for FOUNDRYMEN 


You'll find it pays to standardize on Acme 
melting pots and ingot molds. They reduce 
down time and replacement costs because 
they're cast from a special iron formula that 
combines strength with high temperature re- 
sistance. They improve quality and reduce 
rejects, too, because they’re designed for even 
heat distribution without hot spots. If you melt 
any non-ferrous metals, take advantage of our 
- more than 30 years’ experience in this field. 
It’s your assurance of consistent high quality 
in Acme melting pots and ingot molds... 
designed by foundrymen, for foundrymen. 


Quick delivery anywhere in the United States. 
Write for size list showing 40 standard sizes. 


COPCE FOUNDRY CO. 
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- Furnace and Oven Demand 


To Rise in Second Half 


Suppliers See Recovery 
After Slow Six Months 


LD FSPITE a sharp pickup dur- 

ing December in orders for in- 
dustrial furnaces, ovens, and related 
heating equipment, no sustained re- 
covery is looked for until the sec- 


ond half of 1958. 


This consensus was expressed at 
the annual meeting of the Industrial 
Heating Equipment Association in 
Pittsburgh, Jan. 27-28. The fact that 
the steel and automotive industries 
have completed the major part of 
recent programs for capital expendi- 
tures is responsible in part for the 
present outlook. 

The heating equipment industry 
has been exceptionally busy for sev- 
eral years. Although 1957 ship- 
ments are estimated by the Busi- 
ness and Defense Services Adminis- 
tration, Department of Commerce, 
at $203 million, off 16 per cent from 
the all-time 1956 peak, they were 
substantially above the $179 mil- 
lion figure for 1955 and the $166 
million for 1954. 


Part of last years shipments were 
at the expense of backlogs, however, 
since net orders for 1957 are esti- 
mated at 28 per cent below those 
of 1956. Most of the decline was 
in the second half. BDSA forecasts 
1958 shipments of $158 million, a 
drop of about 22 per cent from the 
1957 rate. 

New Officers—C. Floyd Omstead, 
president, Lee Wilson Engineering 
Co., Cleveland, was elected presi- 
dent of THEA, succeeding Walter H. 
Holcroft, executive vice president, 
Holcroft & Co., Detroit. R. L. Har- 
per, executive vice president, Harper 
Electric Furnace Corp., Buffalo, was 
named vice president, and Ralph E. 
Whittaker, secretary-treasurer, Swin- 
dell-Dressler Corp., Pittsburgh, was 
re-elected treasurer. A. E. Tarr, as- 
sistant to the president, Leeds & 
Northrup Co., Philadelphia, was 
elevated to the executive committee, 
and Robert E. Fleming was re- 
elected executive vice president of 
the association. 

New directors are Carl F. Burling, 
Lindberg Engineering Co., Chicago, 
Robert B. Hanna, General Electric 
Co., Shelbyville, Ind., and A. L. 
Hollinger, Surface Combustion 
Corp., Toledo, Ohio. 

Summer Bottom—General busi- 
ness activity should reach bottom 
this summer, followed by a third 
quarter upturn, the meeting was 
told by James M. Dawson, vice 
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NEED A MAN? 


. FROM AN OUTSTANDING 
ENGINEERING SCHOOL 









_ WITH ENGINEERING STUDY 
IN CAST METALS 











. AND, SUMMER WORK 
EXPERIENCE IN FOUNDRY 





















_ . . WHO IS LOOKING FOR A 
/ CAREER IN CAST METALS 


-E COLLEGE 








Whether he comes from the Metallurgical, Mechanical or Industrial curriculum, 
the FEF graduate is the product of one of the Nation’s top ranking engineering 
institutions. 


In addition, the FEF graduate has enjoyed the advantages of studying foundry 
as an engineering process and cast metals as an engineering material in a modern \ 
foundry laboratory under the instruction of well-known engineering educators. 


Familiar with the realistic applications of engineering theory through summer 
student employment in foundries, FEF graduates bring to the industry a prac- 
tical engineering approach. 


All FEF registrants—whether Voluntary or Scholarship—have expressed a firm 
interest in our industry and a desire to explore its career opportunities. This 
desire, based upon training and experience, helps to assure our industry of a 
valuable source of capable and enthusiastic technical talent. 


These PLUS FACTORS make the Big Difference—and set the FEF graduate 
engineer apart from his fellow students as a potentially outstanding foundryman. 


To learn how the FEF is creating this source of technical talent, write for our 
booklet “‘Let’s Look Ahead”. 


Foundry Educational Foundation 





1138 TERMINAL TOWER BUILDING e CLEVELAND 13, OHIO 





The Foundry Educational Foundation does not pay for this advertising. This space has been contributed by FOUNDRY magazine 
in support of FEF’s constructive program for foundry industry progress through education. 
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in conveyor design 
JOY LIMBEROPE ROPE BELT CONVEYOR 


Who would ever think of 
hanging flexible single-roll idlers 
between two wire ropes to form a con- 
veyor? We did! And the results amazed 
even us. The Joy Limberope conveyor is low 
in cost, light, quick and easy to install. It requires 
almost no maintenance regardless of the bulk material 
handled; bearings are life-sealed. 
Here’s how it works: two wire ropes are stretched fairly tight 
between two points. Support stands are slipped under the wire rope 
every 12 to 40 feet. Limberoller conveyor idlers are fastened by a simple 
lock screw at intervals determined by the material handled. Material flows 
better because of a unique flexing action . . . as the load comes on belt, the 
ropes “‘give,”’ resulting in excellent troughing, less spillage even where big 
lumps are a problem. 

That’s all there is to it. Simple? You bet . . . and foolproof. Let us demon- 

strate how the Limberope rope belt conveyor will cut costs for you. 


Write for Bulletin 217-13 


in conveyor belt idlers 
JOY LIMBEROLLER 


Radically different from all other idlers, the 
Limberoller is a single roll idler consisting of 
neoprene discs molded to a flexible steel 
cable. The entire idler turns on its own axis. 
(1) Only two bearings are used, one at either 
end, up out of the dirt. (2) The idler supports 
the belt across its entire width . . . eliminates 
gaps left by ordinary 3-roll idler. This even 
support, combined with cushioning ‘“no- 
bump” action of neoprene discs, can increase 
belt life 6 times and more. The Limberoller 
can be installed on any belt conveyor, even 


Write for Free ie 
on existing conveyors. 


Bulletin 217-13A 


WSW L 6966-217 


Dy) | Manufacturing Company, Oliver Building, Pittsburgh 22, Pa. 
In Canada: Joy Manufacturing Company (Canada) Limited, Galt, Ontario. 
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president, National City Bank of 
Cleveland. Mr. Dawson said that 
the present recession to date almost 
exactly matches the trends of the 
1949 and 1954 slumps but that 
chances for relatively early recovery 
are helped by the prospective up- 
turn in federal, state, and local gov- 
ernment spending. In the two pre- 
vious dips government spending de- 
clined. He looks for this factor, 
plus increased expenditures by con- 
sumers, to reverse the trend of re- 
cent months. 

Specific forecasts by Mr. Dawson 
were for an industrial production 
index this year of 135, against 143 
in 1957, and for practically no 
change in the gross national prod- 
uct. The expected decline in spend- 
ing for plants and equipment will 
be partially offset by rising pur- 
chases to expand inventories, he 
said. 


Employment Was Same 


Contrary to general belief, em- 
ployment at the end of 1957 was 
about the same as a year earlier; 
manufacturing employment was off, 
but it accounts for less than 20 
per cent of all workers and there 
were gains in other directions. 
Meanwhile, unemployment figures 
are swelled by the fact that popula- 
tion growth causes about 750,000 
additional people to become employ- 
able each year. 

Mr. Dawson thinks a government 
tax cut is likely to occur by July 1. 

Discussing “Breakeven Analysis,” 
Marshall Evans, Westinghouse Elec- 
tric Corp., poirited up the need for 
a growing amount of capital to fi- 
nance the greater industrial capacity 
which will be required in the 1960s. 
He analyzed the relation of prices 
and volume to profits, and em- 
phasized the extent to which volume 
must be increased to offset price 
reductions, if profits are to be main- 
tained. 

Big business is getting too big, 
bringing on the danger of corporate 
socialism, it was declared by Thom- 
as M. Evans, president, H. K. Por- 
ter Co., Pittsburgh, in addressing 
the banquet meeting. He suggested 
that the government 1) allow small 
firms to write off new facilities in 
5 years, 2) apply depreciation meth- 
ods of the 1954 tax law to second- 
hand machinery as well as to new 
equipment, and 3) set up a gradu- 
ated income tax on corporations. He 
defined “small business” as com- 
panies with annual sales of less 
than $25 million and earnings of 
less than $2!/, million before taxes 
are paid. 
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Taytot, Zireow Proton 
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« Ladle Life... 


produces cleaner metal too 


Taylor Zircon No. 717 Ramming Mix is a most effective 
lining for ladles handling various types of iron and steel. A St. Louis 
foundry uses No. 717 exclusively for receiving and pouring 
ladles in their stainless steel and high alloy operations. They call it 

the best lining material they have ever used, because: 


cleaner metal is produced 


ladle life is prolonged 


less slag build-up 


Photo shows the condition of a Tay- 

lor Zircon No. 717 lining of a 500-Ib 

* ladle after 80 days’ service in an 

Indiana foundry. At this plant, one ladle 

ie) aucor-|-) ce) a m-]a le MMe) alm fo] am) ¢-1-1 7-10 - MDa 16) 

with Taylor Zircon on the same day. The iron 

ladle was in service for 205 days; the steel ladle 

for 119 days... both with minor patching. Eight iron 

Heats or six steel heats are melted here in a nine-hour 
day. How does this compare with your ladle lining life? 


Exclusive Agents in Canada: 
REFRACTORIES ENGINEERING AND SUPPLIES, LTD, 
Hamilton and Montreal 


“--)' CHAS. TAYLOR SONSc. 


A SUBSIDIARY OF NATIONAL LEAD COMPANY 


7 REG. U.S. Pat. OFF 


REFRACTORIES SINCE 1864 © CINCINNATI © OHIO « U.S.A. 
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Around the Country 





NEWS REPORTS FROM 


Detroit—Resumption of shell 
molded pearlitic malleable crank- 
shaft production for 1959 Pontiacs 
is a possibility at Central Foundry 
Division of General Motors Corp. 
Presumably the cranks would be 
cast at the Danville, IIll., plant 
which produced them for the 1956 
Pontiacs. Forged crankshafts were 
used in the 1957 and 1958 models. 

There is talk again that a cast 
crankshaft will be used in the 1959 
Chevrolet. Although that also was 
rumored for the 1958 model, the 
shift never took place. Other con- 
jecture for the future concerns the 
possibility that Chevrolet may be 
aiming at diecasting an aluminum 
block for six cylinder engines at its 
Massena, N. Y., plant. It is re- 
ported that introduction is sched- 
uled for 1961. 

Talk of possible use of aluminum 
blocks has circulated off and on 
since plans were revealed for the 
Chevrolet plant at Massena and the 
Ford aluminum castings plant at 


Sheffield, Ala. The Ford plant cur- 


Chicago . . . Pittsburgh . . . Detroit . . . Philadelphia 


rently is in partial operation, pro- 
ducing relatively small parts in die- 
casting and permanent mold ma- 
chines. 

The fact remains, however, that 
automotive companies are showing 
considerable interest in diecast alu- 
minum blocks. A large aluminum 
supplier and an automotive com- 
pany have co-operated in develop- 
ing an engine to be constructed 
mainly of diecast parts. The parts 
can be assembled to form a four, 
six, or eight-cylinder engine. A hori- 
zontally opposed six-cylinder model, 
currently operating on a test block, 
has proved extremely satisfactory in 
dynamometer and other tests. An- 
other aluminum supplier is making 
patterns for a sand-cast prototype 
V-8 block designed for permanent 
molding. This work is being done 
for another of the automotive com- 
panies. 

Iron foundries are not standing 
still as these plans for the future 
develop. The Buick foundry in 
Flint, Mich., reportedly is revamp- 


NEW PRODUCT: Pittsburgh Coke & Chemical Co. recently adapted, at a cost of 
$24 million, one of its Neville Island, Pa., blast furnaces to the production 


of ferromanganese and spiegeleisen. 


to produce all grades of merchant pig iron. 


The furnace also will continue to be used 


Daily productive capacity is 900 


tons of pig iron or 600 tons of spiegeleisen or 400 tons of ferromanganese. The 


furnace is 95 ft high and has a 22-ft-diam hearth. 
In the view above a workman makes a final check on 
Another workman's head can be seen in one of the 
Pipes on the floor are designed for pre-injection of heated air for dry- 


bustion air at 1600° F. 
the newly relined furnace. 
tuyeres. 
ing the furnace. 
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Twelve tuyeres admit com- 


ing six of its green sand molding 
lines as part of a modernization and 
automation program. Ford’s Spe- 
cialty Foundry in Dearborn has re- 
ceived bids from several equipment 
suppliers on installation of reclama- 
tion equipment for used shell mold- 
ing sand. 

In keeping with the generally 
slackened business pace, a recent 
trend in a major manufacturer’s 
automobile production shows that 
production of six-cylinder cars cur- 
rently is about three times the 1957 


rate. 


Pittsburgh—Foundries in this 
area continue to report slack sales. 
Demand is particularly slow on the 
part of railroads, steel mills, and 
mines. Several foundries supplying 
automakers reported a fairly strong 
order volume in early January, but 
this business began to decline late 
in the month and in February. 

Generally, foundrymen foresee no 
immediate improvement in the mar- 
ket situation, although several 
foundries believe that the low point 
in their sales curve was reached in 
January, with sales in February on 
a par with that month. With steel 
mills operating below 60 per cent 
of capacity, their equipment needs 
were slim, while railroads did “vir- 
tually no buying in January,” ac- 
cording to one supplier. 

In the face of low sales volume, 
foundries are concentrating on keep- 
ing equipment in good repair, rath- 
er than placing many orders for new 
equipment. Although few expan- 
sion plans are being mapped, sellers 
of foundry equipment are not pessi- 
mistic. They enjoyed a fair rate of 
orders in January for replacement 
or repair of equipment. In addition, 
new equipment orders improved 
from December levels. Equipment 
orders are not expected to make 
significant gains until steel mill op- 
erations improve. 


Chicago—A new air pollution 
ordinance described as “the most 
modern in the nation,” was intro- 
duced in Chicago city council on 


Jan. 17. The proposed ordinance 
is completely new and establishes 
higher standards than the present 
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CARRIER BUILDS THEM 


BIGZ/RUGGED 


: SAND and TRAMP IRON 
@ LENGTH — 120’ from series of SHAKEOUTS 


@ WIDTH — 4’ OA 
@ HORSEPOWER — 20 
@ TROUGH — 2/,” PLATE 


@ PERFORATED PLATE — 
1” x 11/2” HOLES, 
15’ LONG TRAMP 
IRON 
10 TPH 
SAND SURGES to 480 TPH 


: COCSCHHOSOSSOSESESEOHSEEESESEE 
Carrier Conveyor Corporation 
223 North Jackson Street 
Louisville 3, Kentucky 


Please rush complete information about Carrier 
Natural - Frequency Vibrating Equipment for 


esMmAt_ FP ee ask wa foundries. 
eS a ee is pa me eg Tg ad =u ov i EE MITT 


Company 


Ae en REE AE ON REE 
CONVEYOR i a 
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Knight 
services 
include: 


Foundry Engineering 
Architectural Engineering 
Construction Management 

Organization 
Management 
Industrial Engineering 
Wage Incentives 
Cost Control 
Standard Costs 
Flexible Budgeting 
Production Control 
Modernization 
Mechanization 
Methods 

Materials Handling 
Automation 


Survey of Facilities 
Marketing 
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What is the scope 
of Lester B. Knight & Associates, Inc. 
experience in the foundry field? 





The Knight organization has 
completed more than 400 
successful assignments 

in every type of foundry. 





Knight clients represent the entire cross-section of various 
foundry types: grey iron, steel, malleable, brass and bronze, 
magnesium and aluminum. Knight experience in small and large My 
foundries covers all kinds of castings: green sand, dry sand, a 
cement, plaster, ‘shell molds’, permanent molds, centrifugal, 
die casting and investment casting. Knight assignments have 
ranged from the solution of a single problem in one department 
to the layout, design and supervision of construction of com- 


plete new plants. 


A Knight representative will be glad 
to call on you without obligation. 


lester B. Knight € Associates, Inc. 


Management, Industrial and Architectural Engineers 





Member of the Association of Consulting Management Engineers, Inc. 
549 W. Randolph St., Chicago 6, Iil. 
917 Fifteenth St., N. W., Washington, D. C. 
New York Office—Lester B. Knight & Associates, 375 Fifth Ave., New York City 16 
Knight Engineering Establishment (Vaduz), Zurich Branch, Bahnhofstrasse 17, Zurich, Switzerland 


pe 5 se 
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Here’s a heavy duty swingframe 
BELT grinder to do those tough, 
difficult jobs quickly and easily. 
Wide choice of horse power, belt 
dimensions and SFPM. Adaptable 
to special applications combined 
with other machines. Write for in- 
teresting Bulletin No. 110. 





The undisputed champion in any 
grinder division. Precision built to 
provide maximum wheel life and 
metal removal. A maintenance 
man’s favorite for long, trouble-free 
service. Write for Bulletin No. 108. 





The finest heavy duty swingframe 
grinder on the market today. Built 
to withstand plenty of abuse, af- 
fords extreme maneuverability, de- 
pendable as the Rock of Gibraltar. 
Write for Bulletin No. 112. 














< yrinding and), 
: [ alishing Machinery ( orp. 


fait 


2530-A WINTHROP, INDIANAPOLIS 5, IND. 
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ordinance. It provides for an order- 
ly procedure in terms of time for 
present equipment and installations 
to meet more stringent fixed future 
requirements. 

Existing equipment must meet the 
standards set for new equipment 
within 5 to 10 years. This is to 
give enough time to owners of exist- 
ing equipment to reach the standard 
required by the new code without 
undue hardship. 

The new ordinance also estab- 
lishes standards for emission of dust 
and other solid matters. Because 
there is a great deal of information 
yet to be gathered on air pollution 
produced by substances other than 
coal, however, the basic: limitation 
is restricted principally in applica- 
tion to boilers burning coal. The 
other standards to be provided will 
be set forth in a code of recom- 
mended practices. 

Limitations for emission of smoke 
and particulate matter are set forth 
for cupolas, air furnaces, and heat- 
ting and reheating furnaces. Ex- 
perts have stated that foundries will 
be able to live with the proposed 
ordinance, but they also emphasize 
that considerable expenditures must 
be made to put existing equipment 
in compliance. 

Some Chicago suburbs are formu- 
lating air pollution ordinances pat- 
terned after the Chicago proposal. 


Atomic Anniversary 


Just one year ago, this column 
noted that on Feb. 9, 1957, the first 
nuclear power system in the West- 
ern Hemisphere designed and built 
solely for experimentation in the 
generation of electric power was put 
into operation formally at Argonne 
National Laboratory at the Atomic 
Energy Commission at Lemont, IIL, 
near Chicago. Interest in the event 
was based on the fact that castings 
in wide ranges of size and metals 
were used conspicuously in the re- 
actor and its steam power plant. 

This Experimental Boiling Water 
Reactor (EBWR) has completed one 
year of operation and has yielded 
valuable data. It has operated at 
60 per cent of its total capacity and 
logged without incident more than 
11.6 million kilowatt-hours of elec- 
tricity. It is being studied by ex- 
perts from Chicago’s Common- 
wealth Edison Co. who will be 
charged with operating that firm’s 
Dresden nuclear power plant, now 
under construction. 

The primary goal in operating 
EBWR, it is pointed out, is to get 
information—not kilowatts. The 
plant produces 5000 kw of elec- 
tricity, which supplies most of the 
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here's another 


Car : mayer installation... 


Cutting Costs for its Owner 


i ie 





CAR TYPE CORE AND MOLD OVEN 


Above—A _ difficult engineering and 
installation problem solved by Carl 
Mayer because the oven filled this 
apace completely. This modern oven, 
with patented down draft heating 
system and mofor operated lift door, 
replaced an obsolete brick oven. 


RACK TYPE CORE OVEN 


Right—Installed at rear of mold oven to 
form an efficient, flexible combination. 
Miscellaneous cores are _ uniformly 
baked with modern, automatic con- 
trols. Operation is efficient and eco- 
nomical. 


Carl Mayer's outstanding engineering and design features sold the steel 
mill where these ovens are now in operation. They incorporate the exclusive 
Carl Mayer recirculating heating system and special triple slotted panel 
construction. 

Heat loss is reduced up to 1/3, and fuel savings up to 50% over old conven- 
tional methods are possible. Temperature uniformity is guaranteed. 

Consult Carl Mayer now for any type foundry oven or furnace, large or small, 
and for any purpose. Write for Bulletin 53-CM. 


- carl mayer- 


20800 CENTER RIDGE ROAD CLEVELAND 16, lo} fe) 


OTHER PRODUCTS: Heat Treating Ovens and Furnaces ® Rod Bakers 
e Welding Rod Ovens @ Paint and Ceramic Drying Ovens 


Spefial Processing Equipment and Accessories 
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laboratory’s daily power needs. The 
operating power level recently was 
more than doubled from the design 
level of 20,000 kw (heat) to 50,000 
kw. 


Philadelphia— Casting demand 
still lags. Foundrymen are hopeful 
of an upturn this spring, but so far 
this year business has been sluggish 
and at the moment there is little, if 
any, improvement in inquiry. 

Gray iron casting operations are 
estimated at about 50 per cent of 
normal capacity, with few shops 
working more than four days a week 
and a number operating at less. 
Backlogs average less than two 
weeks. Steel foundries continue at 
a little better rate than other found- 
ries—about 65-70 per cent with 
four-week backlogs. Bolstering steel 
casting demand in particular are 
specifications for ship propulsion 
machinery and heavy electrical 
equipment. 

Malleable operations are fair, al- 
though backlogs are small. Demand 
for small precision castings is fairly 
good, but there is a continued lag 
in pipe fittings, hardware, and rail- 
road needs. A likely improvement 
in building construction this spring 
may lead to some gain in pipe fit- 
tings and hardware. An increase 
in building construction and road 
work may also give some lift to 
specialty shops in the gray iron 
field. 

While business is far from active, 
the brass and bronze people are 
somewhat more cheerful. Job shops 
still average about three or four days 
a week but heavy electrical equip- 
ment requirements are holding up 
well, plumbing supplies are a little 
more active and there is a slight im- 
provement in inquiry for industrial 
pumps and valves. Also, ship re- 
quirements are fairly well sustained, 
affecting captive shops principally, 
and meter demand has picked up a 
bit. Most meter work is handled by 
captive shops, and while volume has 
stepped up it will likely be some time 
before there will be an overflow to 
the job shops. Actually, some of the 
meter shops are still operating at no 
more than 50 per cent of normal. 

Raw materials are in ample sup- 
ply. Mystic iron is being barged 
from Everett, Mass., for marketing 
in the Philadelphia district by De- 
bevoise-Anderson Co. Inc., which 
until the first of the year had been 
handling Swedeland iron. It is be- 
ing stocked at the plant of the Phil- 
adelphia Coke Co., which along with 
Mystic is one of the affiliates of 
Eastern Gas & Fuel Associates. The 
iron is being priced to meet district 
competition. 
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SHELL MOLDERS: 
More stable pattern sprays with 
DOW CORNING 8 EMULSION 


(SILICONE PARTING AGENT) 
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Send for Free Sample and new 
“how to do it” brochure on 
“Shell Molding with Silicones” 
Address Dept. 593 
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Even after long storage, Dow Corn- 
ing 8 Emulsion parting agent still 
stays uniformly dispersed and ready 
for dilution when you need it. 


This inherent resistance to separation 
and creaming will save you time and 
money ... simplifies preparation of 
parting agent sprays. Many experi- 
enced shell molders premix several 
days’ supply; gentle agitation keeps 
the silicone solution always ready 
for their instant use. 


You can reduce production time to an 
absolute minimum and assure cleaner, 
easier release with water-dilutable 
Dow Corning 8 silicone emulsion. 


8 reasons why... 
LEADING SHELL MOLDERS PREFER 
DOW CORNING 8 EMULSION 


¢ quick, easy release °¢ easy to apply 
— faster wetting action * economi- 
cal in extremely low concentrations 
* resists creaming or separation 
¢ minimum build-up — closer toler- 
ance shells ¢ stepped-up production 
— maximum number of shells be- 
tween pattern cleanings ~¢ nonflam- 
mable «¢ fast delivery from centrally 
located warehouses. 


Dow Corning CORPORATION 
MIDLAND. MICHIGAN 


ATLANTA BOSTON CHICAGO CLEVELAND DALLAS DETROIT LOS ANGELES NEW YORK WASHINGTON, D. Cc 
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Multiple-tool 


N EWS pets Note-Bog” 


capacity: 3000 lbs. 


Here is a new concept in 
material-handling methods that ob- 
soletes expensive, single-purpose 
equipment. Kwik-Mix® Moto-Bug 
lets you haul, lift, stack, load, un- 
load with one low-cost basic unit 
and easily-changed attachments. For 
example, check the new R-18 Moto- 
Bug, introduced here. As an 18-cu. 
ft. power wheelbarrow, or 42x54-in. 
flatbed truck, it hauls 3000 Ibs., 
climbs 25% ramps fully loaded. As 
a tractor, it has 780 lbs. drawbar 
pull for towing wagons, carts — 
and 5-foot scraper blade for light 
clean-up, snow removal, etc. As a 
7-foot fork lift, it handles 1500 Ibs. 
at 15-in. load center. 


This big-capacity, 4-wheel R-18 is 
maneuverable, light — travels at 
speeds up to 12 m.p.h. forward 
and reverse. There's direct drive 
to automatic power-flow transmis- 
sion — no clutching, no shifting. 
It’s powered by a 9.2 h.p. air-cooled 
gas engine — exhaust fume-control 
unit, or L.P. gas equipment option- 
al. See Kwik-Mix distributor for 
a demonstration, or write us today. 


Mail today 


P 


Change R-18 Moto-Bug from hopper body to 
platform, and you have a heavy-duty 11/2- 
fon truck. Towing hitch or 5-foot blade 
converts it fo a light oll-purpose tractor. 


7-foot fork lift is easily attached to the 
R-18 Moto-Bug. Forks are adjustable 6 to 
32 in. wide. Power tilts the mast 2° for- 
ward, 10° back for load pick-up, release. 
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Obituary 


i ARLOW ADAMS, 62, president, 
the Adams Co., manufacturer of 
molding machines and flask equip- 
ment, Dubuque, Iowa, died at his 
home there Jan. 29. Mr. Adams, a 
native of Hinsdale, IIl., joined the 
company in 1919 after he was grad- 
uated from Northwestern Univer- 
sity. 


Arthur H. Jameson, until his re- 
tirement in 1949 secretary and man- 
ager of castings sales, Malleable 
Iron Fittings Co., Branford, Conn., 
died Feb. 3. He was educated at 
Harvard University and Massachu- 
setts Institute of Technology. Mr. 
Jameson was active in committee 
work of various technical organiza- 
tions. A former vice president of 
Steel Founders Society of America, 
he was made an honorary member 
of that organization in 1949. 


George P. Madison, 82, identified 
with the foundry industry for 50 
years, died Jan. 20 in Cleveland 
Heights, Ohio. A native of Denmark, 
he came to the United States in 
1891 and was engaged in the found- 
ry industry in New York for several 
years. He went to Cleveland in 
1933 and perfected a patented plas- 
ter casting process, used particular- 
ly for aluminum. Mr. Madison re- 
tired from Plaster Process Castings 
Co., there, in 1945. 


Wesley S. Leaper, 57, Cleveland 
district sales manager, Linde Co. 
Div., Union Carbide Corp., New 
York, for the last 20 years, died 
Jan. 30. Graduated from the Uni- 
versity of Wisconsin, he played pro- 
fessional football with the Green 
Bay Packers for several years and 
joined the former Linde Air Prod- 
ucts Corp. as a salesman in 1927. 


John B. Jacob, 74, co-owner and 
operator of the former F. M. Jacob 
foundry, Columbus, Miss., died Jan. 
28. The foundry was founded by 
Mr. Jacob’s father and had been 
one of the oldest in the state. 


Otto H. Hofman, 70, vice presi- 
dent-secretary, General Magnetic 
Corp., Detroit, died Jan. 27. Mr. 
Hofman moved to Detroit 18 years 
ago from Chicago. 


Dr. Willis R. Whitney, 89, an 
honorary vice president, General 
Electric Co., and founder of General 
Electric Research Laboratory, Sche- 
nectady, N. Y., died Jan. 9. He 
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joined the company in 1900 and for 
32 years directed the laboratory. 
Since retiring from that post in 1932 
and from the vice presidency in 
1941, Dr. Whitney had continued 
research as honorary vice president 
and consultant to the laboratory. 


Leo N. Newman, executive vice 
president-general manager, Josam 
Mfg. Co., Michigan City, Ind., died 
Jan. 13 in Chicago. Mr. Newman 
was graduated from Western Re- 
serve University in 1921. 


George L. Ebert, 68, former as- 
sistant general foreman, American 
Steel Foundries, East St. Louis, IIl., 
died Jan. 24. Mr. Ebert had worked 
for the company 49 years when he 
retired in 1954. 


Porter F. Colwell, 59, coreroom 
foreman, Buffalo Forge. Co., Buf- 
falo, died Jan. 16. Mr. Colwell had 


worked for the company 42 years. 


Third Foundry Instructors 
Seminar Planned by AFS 


Third annual Foundry Instruc- 
tors Seminar of the American 
Foundrymen’s Society will be held 
at Case Institute of Technology, 
Cleveland, June 19-21. The seminar 
is being planned to provide instruc- 
tors in foundry and patternmaking 
at high schools and_ vocational 
schools with an intensive teaching 
course that will enable them to keep 
abreast of the latest innovation in 
foundry and patternmaking tech- 
niaues and applications, according 
to Ralph E. Betterley, education and 
training director of American 
Foundrymen’s Society. 

The meeting will be highlighted 
by field trips, operating work shops, 
and study of the new AFS Training 
and Research Institute program. In- 
structors are expected to attend from 
schools throughout the United 
States and Canada. 


National Health Conference 
Meets in Atlantic City 


How to keep workers healthy 
and on the job will be the subject 
of a national industrial health con- 
ference to be held in Atlantic City, 
N. J., April 19-25. An annual meet- 
ing, the conference brings together 
specialists to discuss recent develop- 
ments, problems, and progress in 
worker health. Included in the par- 
ticipating organizations are repre- 
sentatives of industrial management, 
labor, and others concerned with 


health in industry. 
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| No air pollution code . . . 
no in-plant dust or fume control problem 
too tough for Wheelabrator Collectors 


994% Collection Efficiency Proven in 38 Electric 
Furnace Installations 

Meeting the requirements of stringent air pollution codes is no easy 
job when you’re dealing with such a troublesome and variable a 
problem as electric furnace fume. The one collector with a record 
of approval all over the country is the Wheelabrator Dustube cloth- 
tube type collector. Twenty-six prominent plants are now ventilat- 
ing 38 furnaces with Wheelabrator collectors. Efficiencies of 99% 
and higher are being achieved. Thus Wheelabrator Corporation has 
the background and experience to access the variables and economi- 
cally solve your specific furnace control problem. 


Send for Catalog No. 553-D 





WHEELABRATOR 





Canadian Offices: Scarborough (Toronto) — Montreal 


505 South Byrkit Street Mishawaka, Indiana 
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Lease Equipment Like This 


for a Fraction of a Penny per Pound 


Solve all porosity problems in ferrous and non-ferrous 
castings with leased Prenco Impregnation Equipment operating 
right in your plant. No capital expenditure is necessary. Total 
cost to you can be as little as a small fraction of a penny per 
pound of castings treated. 

Prenco Equipment, using fast-acting, deep-penetrating 
Porlox Seal, is production proved ... widely used by major 
foundries and die casting plants. Superior results are achieved 
even with castings of microscopic porosity. 

Let Prenco engineers make a complete analysis of your 

_ products so that specific recommendations and cost estimates 
can be made. Mail the coupon below for initial information. 


PRENCO PRODUCTS, INC., 507 E. 10 MILE ROAD, HAZEL PARK, MICHIGAN 


Name 


Title 


Please send complete informa- 
tion on Prenco impregnation 
t. | am interested in 





Saud 
ba at ad 





Company. 


DD Leasing 





Address. 


(0 Purchasing 





0 Product analysis 
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Steel Founders’ Society Sets 


Dates for Annual Meeting 


The 1958 annual meeting of the 
Steel Founders’ Society of America 
will be held at the Drake Hotel, 
Chicago, March 17 and 18, 1958. 

The meeting will be opened by a 
message from Howard F. Park Jr. 
Treasurer R. G. Parks will report 
on the society’s financial picture, 
and staff members of the society 
will present talks on current prob- 
lems in the industry. 

The March 17 session will fea- 
ture an address by Sen. Karl E. 
Mundt (R., $.D.). Senator Mundt, 
a member of the Senate Appropria- 
tions Committee, the Committee on 
Government Operations, and the 
McClellan Committee investigating 
labor, will discuss “What Lies 
Ahead in Labor Legislation.” 

On March 18, Fred Smith, man- 
agement consultant, Fred Smith & 
Associates, Cincinnati, will address 
the meeting on “How to Quarter- 
back the Team.” Mr. Smith is a 
former vice president of Gruen 
Watch Co. Carleton Tibbetts, pres- 
ident, Los Angeles Steel Casting Co., 
Los Angeles, will discuss what is 
the most serious labor problem from 
the steel foundrymen’s point of 
view. 

J. B. Thomas, president, Texas 
Electric Service Co., Fort Worth, 
Tex., who is a registered engineer, 
chairman of the Texas Research 
League, and vice president and di- 
rector of the Texas Atomic Energy 
Research Foundation, will discuss 
“Power Development.” 

The luncheon speaker will be Dr. 
William H. Alexander, well known 
churchman from Oklahoma City, 
Okla., onetime candidate for U. S. 
senator in Oklahoma, and chaplain 
of the Republican Party in 1952. 


Publishes Safety and Good 
Housekeeping Pamphlets 


Pointing out that most workers 
know their jobs, have experience, 
and do not want to hurt others or 
themselves, “We Know Better,” has 
been published by the National 
Safety Council, 425 North Michigan 
Ave., Chicago 11, III. Another 
pamphlet, “Your Future—Keep It 
Clean,” concentrates on housekeep- 
ing in the plant, noting that good 
housekeeping makes work easier, 
smoother, quicker, and safer. Single 
copies of the pamphlets are available 
free on request. Information on 
quantity prices may be obtained 
from the National Safety Council. 
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Raw Materials Handling In Medium Size Foundry 


LL materials required for the charging of cupolas in the 
T . | Cc Heavy Foundry of Standard Foundry Company, Worcester, 
ramral rane Mass., are handled by a 3-ton, 3-runway, 64’-0” long cab- 
operated Cleveland Tramrail crane with a 36 inch magnet. 
Handles 80 to 90 From 40 to 45 tons are put in the large storage bins per day. The 
same crane delivers the materials from the storage bins to the 

hoppers in the charge accumulation area. 

Tons P er Day The crane is part of a more extensive Cleveland Tramrail 
system, all of which has been in service for 12 years. The crane 
is busy 12 hours a day and operates on a 130’-0” long runway 
at 300 f.p.m. Hoist speed is 50 f.p.m. 

Standard Foundry produces meehanite castings which range 
in sizes up to 10 tons and are used mostly for machine tools of the 
fine machine-tool builders in the vicinity. 





Incoming raw materials are taken to the large storage CUEVELAND 2 TRAMRAIL 


bins in the foreground by the Cleveland Tramrail 
. . . ehhh ddd heed ddAdhdhhbdhddhddbddsddibtihddsdhadaddddddssaddedidedesiaassnede 
magnet-handling crane. The same crane fills a series of LE ep el i Ali el ee 





6 ct es = 
&/ Overhead Materials Handling Equipment 


hoppers, seen in the rear, in the charge-gathering area. 


Write for free booklet 2008 


CLEVELAND TRAMRAIL DIVISION @ THE CLEVELAND CRANE & ENGINEERING CO. e 3847 E. 286 ST. © WICKLIFFE, OHIO 
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Fig. 1—A plaster mold made from original pattern 
is first step in making a Plastic Steel duplicate 


How To Make 
PLASTIC STEEL PATTERNS 


LLOY Steel Casting Co., like 
many other foundries, has had 
need for a simple, quick, eco- 
nomical method of producing di- 
mensionally accurate duplicate pat- 
terns. We have filled that need by 
using Plastic Steel, a product de- 
veloped originally for making jigs, 
fixtures, dies, and for plumbing re- 


Fig. 3—Lightener cores of wood are 
suspended in cavity of plaster mold 
and remain in the duplicate pattern 
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By DONALD J. VOLK and GEORGE BATTIS 


Alloy Steel Casting Co. 
Southampton, Pa. 


pair work. It is made by Devcon 
Corp., Danvers, Mass. 

The surface of a cast Plastic Steel 
pattern has a finish of approximate- 
ly 32 microinches. Since shrinkage 
is small, there is little practical dif- 
ference in size between the original 
pattern and the duplicate. Abrasion 
resistance of the material is good. 
Matchplates used in our iron and 
brass foundries have produced as 
many as 6000 castings to date and 
exhibit no noticeable wear. 

The physical properties of Plastic 
Steel are: Tensile strength, 10,000 
psi; compressive strength, 18,000 
psi; flexural strength, 13,000 psi; 
volume per pound, 11.4 cu_ in.; 
shrinkage on a 3 x 4 x 1-in. speci- 
men, 0.0005 in. per in. The ma- 
terial also has shown that it has 
good machinability. 

How to Make Duplicates — A 
wood or metal loose pattern half 
is laid on a board and a wood frame 
placed around the pattern and 
clamped to the board. Surfaces of 
the pattern, board, and inside of the 
frame are coated with a plaster re- 


ha meme 


Fig. 2—The plaster mold either is painted with a 
sealing lacquer or dried in an oven as shown above 


lease agent. A mixture of high- 
grade pattern plaster and water then 
is poured slowly around the entire 
pattern. After the plaster sets up 
at room temperature, the pattern is 
removed as shown in Fig. 1. Next, 
the plaster mold is coated with a 
heat-resistant sealing lacquer. Some- 
times we eliminate the need for a 
coating by placing the mold in an 
oven at 140° F for 2 to 3 hr as 
shown in Fig. 2. This eliminates 
entrapment of moisture on the mold 
surface. Because the plastic metal 
cures itself by chemical generation 
of heat, moisture present on the 
mold may expand and cause imper- 
fections on the pattern surface. Af- 
ter sealing or drying, the mold is 
coated with paste wax. 

Proper preparation of the plastic 
material for pouring into the mold 
is essential. The proportions of 
Plastic Steel and the special thinner 
and hardener supplied by the manu- 
facturer are critical; mixing instruc- 
tions should be followed closely. 
The materials may be mixed by 
hand or with a slow-speed (about 
100 rpm) electric mixer. 

We strive to lighten these dupli- 
cate patterns by using wood cores, 
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May We Explore the Possi- 
bilities of this New Method 
with You? 
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AJAX-JUNKER 
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A cylindrical induction coil supplied with ordinary 60 cycle current in- 
duces heat and vigorous electromagnetic stirring in the molten metal 
charge. 


Integrated electric controls regulate power, maintain high power factor 
automatically. 


Monolithic refractory linings are made by ramming against the sturdy 
water-cooled coil held in a rigid frame of magnetic and structural steel. 


This new principle was perfected in Europe over the last seven years. Over 
100 Junker furnaces are now in use. AJAX-JUNKER designs are based on 
latest experience, using American components and practices throughout. 


Outstanding results are proven in these fields: 
DUCTILE and ALLOY IRON CASTINGS 
RECOVERY OF IRON TURNINGS 
RECOVERY OF ALUMINUM SCRAP 


Available sizes range from 1 to 10 tons, with normal melting cycles from 
2 to 4 hours. Power ratings are 200 kw through 1500 kw. 


CYCLE INDUCTION MELTING 


ENGINEERING CORPORATION 
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Fig. 4—Plastic metal is poured slowly into the 
cavity around the core to avoid entrapping air 


Fig. 3, which are suspended in the 
plaster mold cavity and become an 
integral part of the pattern. Cores 
of modeling clay or plaster also may 
be used, but they will be removed, 
leaving a hollow pattern. 

Fig. 4 shows a plaster mold with 
wood lightener core in place. The 
plastic material should be poured 
slowly into the mold cavity to avoid 
enirapment of air. [If the mold is 
complex we put it in a vacuum 
chamber to remove air which might 
be entripped. Vibrating the mold 
during pouring also helps to elimi- 
nate entrapped air and obtain a 
sound pattern. 

Average hardening time for the 
plastic material is 2 to 3 hr at room 
temperature, depending on the vol- 
ume poured. The greater the vol- 
ume, the quicker the cure. Before 
removal from the plaster mold, the 
plastic pattern is machine-planed 
level with the surface of the mold. 

The second half of the pattern is 
produced exactly as the first and 
equipped with dowel pins and holes, 
Fig. 5. With careful handling the 
plaster mold may be used many 
times to reproduce the pattern. If 
Plastic Steel is used in place of plas- 
ter for the mold, hundreds of dupli- 
cate patterns can be made. 

Procedure for Matchplates — 
Matchplates are made by cutting 
out the pattern outline in a plate 
or board, aligning the cope and drag 
plaster molds on each side of the 
cutout, and clamping them in place. 
Plastic metal is poured into the 
cavities through a simple riser and 
gating system. The adhesive qual- 
ity of the plastic metal holds the 
pattern in place regardless of 
whether the mounting is on a wood 
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or metal plate. Desired changes in 
the pattern may be made before- 
hand by altering the plaster molds 
with modeling clay. 

We also have produced Plastic 
Steel coreboxes as well as molds in 
which a variety of gating system 
parts of the same material have been 
produced. The gating system pat- 
terns have proved useful to molders 
doing loose pattern work. Also they 
wear well under rough handling. 
This equipment is illustrated in Fig. 
6 


Equipment made with the plastic 
metal can be repaired by applying 
the same material in a putty-like 
consistency to the damaged area. 





Fig. 5—Finished halves of a duplicate loose pat- 
tern are shown above with lightener core in place 


After the repaired section has hard- 
ened it may be machined to the 
desired contour. 

It has been our experience that 
making patterns, coreboxes, and oth- 
er equipment as described above 
takes about half the time required 
to make wood patterns. The plastic 
metal patterns are dimensionally ac- 
curate and withstand rough han- 
dling and abrasive wear. Because 
they are unaffected by humidity and 
temperature from sub zero to 250° F 
they do not present a storage prob- 
lem. 


Editor’s Note: This article is based on a 
paper originally presented by Mr. Volk at the 
Steel Founders’ Society’s technical and operat- 
ing conference in Cleveland, Nov. 11-13. 


Fig. 6—Illustrated here are examples of plastic metal coreboxes and 
molds in which gating system parts of the same material are produced 


FOUNDRY 





4. P. Green 
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REFRACTORES 


Photograph courtesy of Whiting Corporation 
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»:to meet your specific requirements for 
maximum ervice 


A. P. Green has a complete line of high quality refractories 
for every zone of cupola service. For top efficiency and 
economy tailored to your particular cupola requirements — 
A. P. Green manufactures cupola blocks, firebrick, fire clay, 
high temperature bonding mortars, plastic refractories 
(super duty, high alumina and graphite-type), breast brick, 
slag-hole blocks, high strength castable refractories, and 
special siliceous mixes for gun application or for ramming. 


When your A. P. Green representative recommends a 
particular type of lining, you’re sure of the finest refractories 
modern research can develop . . . specifically designed to 
give you maximum service at lowest cost. 


For specific recommendations, contact your local A. P. Green 
distributor .. . he’s listed in the yellow pages of your 
telephone directory ... or write 


AP Gases 
REFRACTORY 
PRODUCTS A. P. GREEN FIRE BRICK COMPANY 
“3 oe Mexico, Missouri, U.S.A. 


PLANTS: Mexico, Mo. — Woodbridge, N. J. — Sulphur Springs, Texas 
Jackson, Oak Hill, South Webster, Ohio — Philadelphia, Pa. — Troy, Idaho 


IN CANADA: A’ P. Green Fire Brick Co., Ltd., Toronto 15, Ontario 


rm 
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COST CONSCIOUS 2? 


More calcium fluoride per pound and a 
lower pound price means—SUPERFLUX 
will save you money in your cupola fluxing. 


For basic cupolas, requiring large amounts 
of fluorspar, SUPERFLUX-D is the answer. 


SUPERFLUX 


Briquetted Cupola Flux 


SUPERFLUX MFG. CO. 


16125 Cleophus Pkwy. Allen Park, Michigan 





Sales Agents 


MILLER AND COMPANY Chicago Cincinnati St. Louis 
HICKMAN, WILLIAMS & CO. Philadelphia New York Cleveland Pittsburgh 


CANADIAN HANSON & VAN WINKLE CO. LTD. Toronto Windsor 
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@ INCREASES 
PRODUCTION 


_ @ REDUCES SCRAP 





@ REDUCES 
MANPOWER 


This “2 in 1” Conveyor gives EXPANSION and moderni- 
zation without requiring new building facilities! Molds, 
set on roller-equipped pallets, “roll away” on the top track 
for storage and pouring. Empty pallets are returned and 
stored on the bottom track until needed. Pallets 

handle a wide range of mold sizes. 


If space is at a premium in your 
foundry, write TODAY! 


AX Ws WESTOVER CORPORATION 
NOMAD EQUIPMENT DIVISION 
3110 W. FOND DU LAC AVE. @ MILWAUKEE 10, WIS. 
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| Points Out Advantages of 


Product Development 


A circular designed to point up 
the need for anticipating and meet- 
ing changing market wants and 
needs has been published by the 
Small Business Administration. En- 
titled “Reducing the Risks in Prod- 
uct Development,” it is No. 82 in 
the series of Management Aids for 
Small Manufacturers. Product de- 
velopment is an inevitable part of 
a company’s attempt to maintain 
sales, profits, and market position. 

When it is recognized that change 
is continuous, the next steps are to 
understand it, to keep alert regard- 
ing product development, and to es- 
tablish procedures which will re- 
duce the possibilities of failures or 
losses. Old products go out of use 
and new ones are developed. 

The circular describes sources of 
ideas for changes, preliminary eval- 
uation, major risk factors, tech- 
niques for reducing marketing risks, 
etc. Copies are available free from 
the Government Printing Office, 
Washington 25. 


Conference Covers Spheroidal 
Graphite Applications 


At a one-day technical confer- 
ence of the British Producers of 
Spheroidal Graphite (nodular) Iron, 
held Oct. 23 in London, technical 
papers covering all aspects of melt- 
ing, metal treatment, foundry pro- 
duction methods, and casting ap- 
plications were discussed. The con- 
ference was organized by the tech- 
nical committee of the association. 
W. R. Cooper, chairman of the as- 
sociation. presided at the confer- 
ence, organized by the technical 
committee. It was attended by 
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“‘We use a cutter here, Alex, not a seven 
iron!"’ 
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ANOTHER IND 


Shortly after Bushings Incorpo- 
rated, a Philadelphia manufacturer 
, > of cast bronze bushings and bear- 
Loe ings, replaced four oil-fired furn- 
aces with an INDUCTO Push-Out induction 
furnace, the management received a strange 
request .. . the foundrymen wanted a feather 
duster. They liked the INDUCTO furnace and 
control so much, and were so pleased with 
the cooler and cleaner foundry, that they 
wanted a feather duster to keep the equip- 
ment clean. 

And the management was pleased too! 
For in addition to happier and more produc- 
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UCTO INSTALL 
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ATION ..- 


tive employees, they gained other benefits. 
The higher melting speeds and precision con- 
trol of the INDUCTO Push-Out furnace helped 
reduce metal losses. In addition, it became 
possible to reclaim metal from melts and 
machining. Production time was saved in 
the handling of crucibles and the transferring 
of melts. In fact, the one INDUCTO Push-Out 
furnace provided as many melts in six hours 
as the four oil-fired furnaces did in eight. 
Why not learn for yourself how INDUCTO 
furnaces and precision control can help mod- 
ernize your foundry and save production dol- 
lars? Write today for more complete details. 


INDUCTOTHEBERM 


corporation 


412 Illinois Ave. Delanco, N. J. 








PHOTO COURTESY OF BUSHINGS, INC., PHILA. 32, PA. 


The Foundry and the 
Feather Duster 
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“The type of work we 
produce in TAMASTONE 
we would be unable 

to make at all in the 
absence of skilled help’’ 


COLUMBUS BRASS 
& ALUMINUM CO., INC. 
Columbus, Indiana 





This Drier pattern for a diesel 
intake manifold is made from an 
original master pattern. Only one 
skrinkage! Pattern was used for 500 
pieces. Only 3% hours labor and 
50 pounds of TAMASTONE were 
required. Up to 1,000 castings have 
been made from a plate of this type! 


No special skill needed 

to increase production 
400% or more! . . . write... 

TAMMS INDUSTRIES CO. 


228 N. LaSalle Street 
Chicago 1, Illinois 
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CONCRETE MIXER MAKER 
FINDS ARCAIR CUTS COSTS 


Finishing operations on rugged, cast 
Ni-Hard’’ blades for batch concrete mixers 
was slow and costly for the Besser Co. of 
Alpena, Michigan—builders of concrete 
block-making machinery. 

But the fast, versatile Arcair process solved 
the problem of removing riser stubs effi- 
ciently. Now in 15-20 minutes per stub, 
the Arcair torch does a job that once took 
2 hours of tedious grinding. Savings in 
time amount to more than 85%, and con 
sumption of grinding wheels has been cut 
by 75%. 

Arcair can help you too! Basic simplicity- 
electric arc plus ordinary  _\. seas 

compressed air —makes- , 

the patented Arcair torch, - 

with Arcair Copperclad 

electrodes, the new, effi- 

cient, cost-cutting answer 

to most metal removing 

problems. 


See proof of performance 
from many industries. WRITE 
TODAY for FREE BROCHURE! 
7 


? 
’ 

“ 
oS 


465 S. Mt. Pleasant £t., Lancaster, Ohio 
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nearly 100 delegates, including tech- 
nicians, production executives, and 
management. 

The association plans to maintain 
close technical liaison between mem- 
bers on common technical prob- 
lems through regular meetings of 
technicians at similar conferences 
and the operation of an active tech- 
nical committee which can main- 
tain liaison with Mond Nickel Co. 
Ltd. and the British Cast Iron Re- 


search Association. 


High Morale of Employees 
Means Higher Production 


Employees with high morale pro- 
duce more than other employees, 
according to the Personnel Policies 
Forum of the Bureau of National 
Affairs Inc., Washington. The For- 
um is a panel of some 200 person- 
nel and industrial relations execu- 
tives assembled by the BNA. Mem- 
bers represent all types of industry 
from all sections of the country. 

Despite the importance of wage 
levels in determining an employee’s 
feelings about his job, Forum mem- 
bers believe that such nonwage fac- 
tors as opportunity for advance- 
ment, recognition of achievements, 
and status within the company are 
even more important to some em- 
ployee groups. These include man- 
agement, professional, and technical 
employees. 

Almost all members agree that 
how well a foreman does his job has 
a great effect on the morale of em- 
ployees under him. They recom- 
mend that foremen and supervisors 
be trained to handle people—pref- 
erably on a continuing basis. 


Metal Creep To Be Studied 
Under Foundation Grant 


Effect of imperfections in metals 
on their creep tendency at elevated 
temperatures will be studied at the 
Northwestern University Technolog- 
ical Institute, Evanston, Ill. The 
school has received a $25,400, 2-year 
grant for the work from the Na- 
tional Science Foundation. The work 
will be directed by John O. Brit- 


tain, associate professor. 


Offers Small Business Aids 


Small Marketers Aids No. 24, 25, 
and 27 are, respectively, “Small 
Business and the Federal Trade 
Commission,” “Are You Kidding 
Yourself about Your Profits?” and 
“Public Relations for Small Business 
Owners.” Management Aids for 
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Looking for an 
answer to the 


Just dial NOrmandy 3-8529 in Ann Arbor, Michigan, 
and we will provide the answer. We have solved this 
problem and satisfied over 1000 new users last year 
with AMASTEEL. Here is an abrasive which is made 
in an electric arc furnace, it is a hypereutectcid steel, 
and fully heat-treated to a tempered martensitic mi- 
crostructure. AMASTEEL is free from dirt and slag 
and other contaminations. It is screened to S.A.E. size 
specifications. AMASTEEL is predominately round 
and solid, and is manufactured under quality con- 
trol. Remember, the answer to your abrasive prob- 
lem is as close as your 





cf 


NOrmandy 3-8529 








ALLOY METAL ABRASIVE CO. 


ORIGINATORS OF CAST STEEL SHOT 
123 S. DIVISION ST., ANN ARBOR, MICHIGAN 


Branches in principal cities 
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TRANSFER 
SWITCH 


VERSATILE, 
CONVENIENT, SIMPLE 
TIME-SAVING 


= RECEIVER 
TRANSFER 


RY SWITCH 
/4P BOOSTER 


Whirl-Air-Flow pneumatic conveyor 
systems transport all types of Found- 
ry sands and cast iron chips through 
dust tight pipes to required location. 
Sands are aerated and partially cooled 
without segregation or loss of mois- 
ture. ; 


For complete information, write today 


to: 


WHIRL-AIR-FLOW CORPORATION 
650 25th Avenue, S. E., Minneapolis 14, Minn. 
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full production ahead 
7 ~ with newly relined ovens for 


TERRE HAUTE 
SPECIAL 
FOUNDRY COKE 


This top-rated foundry coke is 
now coming out of completely 
relined ovens—with their assur- 
ance of more decades of a sure 
supply. 

Expect the high carbon, the low 
reactivity and ash you want. 
Cleanly sized over modern vi- 
brating screens. Has ability to 
maintain optimum operating bed 
height in the cupola —and full 
melting efficiency. Ask for cur- 
rent analysis. 


SOLD EXCLUSIVELY BY 


REPUBLIC COAL & COKE CO. 
WILLOUGHBY TOWER, CHICAGO 3, ILLINOIS 


Branches: Peoria °* St. Louis ©* Indianapolis 
Minneapolis * Cleveland * New York 


Manufactured by: INDIANA GAS & CHEMICAL CORP. Terre Haute, Indiana 
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Small Manufacturers No. 87 is 
“Traps To Avoid in Small Business 
Management.” All are published by 
the Small Business Administration, 
Washington 25, D. C. Copies are 
available free from SBA field of- 
fices or the Washington head- 
quarters. 


Plant Hygiene Problems To Be 
Discussed at Annual Meeting 


Problems connected with air pol 
lution, plant noise, and radiation 
will be discussed at the 19th annual 
meeting of the American Industrial 
Hygiene Association. Program of 
the meeting, to be held at Atlantic 
City, N. J., April 21-26, will include 
more than 100 technical papers. 
George D. Clayton, 14125 Provost, 
Detroit 27, Mich., is executive sec- 
retary of the association. 


Book Review 


FBI Register of British Manufacturers 
—1958. 30th edition, published by Kelly’s 
Directories Ltd. and Iliffe & Sons Ltd.. 
London, for the Federation of British In 
dustries, cloth, 1138 pages, 7% x 9!/ in 
Price 42s post free. 

Products and services of over 
7500 British firms under more than 
5400 alphabetical headings are 
listed. In addition to the classified 
buyers’ guide, the register gives ad- 
dresses of companies and firms, and 
information about trade associa- 
tions, brand and trade names, and 
trademarks. French, German, and 
Spanish glossaries provide transla- 
tions for every product term used 
in the main buyers’ guide. Each is 
numbered for easy reference be- 
tween the English headings and 
their translations. 























Founory 
Jon Rogers 


“| wish you'd stop walking off in the middle 
of a job!" 


FOUNDRY 





Larger face mask \ 
— greater \ 
protected grea 





Deeper cup — 
increased lateral 
protection — easily 
fits over all safety 
R glasses and 
personal glasses. 





Modified 
nosepiece — aids 
comfort, facial fit. 





Eye Protection 





482A 
VINYLITE GOGGLE 


It’s AO’s New “482A"! 


(Vinylite Mask Goggle) 


Once again American Optical engineering and research make a good 
product even better! This light, comfortable flexible mask goggle offers 
the trustworthy, optically correct protection which has made it so 
popular PLUS the new features above. It’s a better buy than ever! 
Recommended for protection against flying particles striking from any 
direction in babbitting, chipping, cutting rivets, light grinding, on hand 
or machine tool work, or where spark-explosion hazards endanger. 
Your nearest AO Safety Products Representative can supply you. 


Always insist on the : rol ? 
tt) Trademark on American \&/ Optical 
ore}. 87.0. B 4 


enses and Frames 
Lense SAFETY PRODUCTS DIVISION 
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Quick Facts 


Lens — interchangeable, one-piece acetate, easily 
removed and replaced. Curved slightly for increased 
field of vision. Provides greatest worker comfort, 
safety, efficiency. 

Frame — Soft, face-hugging vinylite provides maxi- 
mum flexibility and full protection. 

Headband — Elastic, easily adjustable. 


Color — Clear frame, clear or green lens. For green 
frame, clear or green lens specify Catalog No. 483A. 


SOUTHBRIDGE, MASSACHUSETTS 
Branches in Principal Cities 
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SAND anp 
FLOUR 


@ Domesticand Australian zircon foundry sands 


® Zircon foundry flours in 200 and 400 mesh 


particle sizes 


® Orefraction Zircon Sand and Flour meet 
S.F.S.A. specifications. 


MINERALS INC. 


ANDREWS, SOUTH CAROLINA 


Circle 687 on Page 51 


DISTRIBUTED BY: 
BARKER FOUNDRY SUPPLY CO., 
Los Angeles; San Francisco 
HOFFMAN FOUNDRY SUPPLY CO., Cleveland 
FREDERICK B. STEVENS, INC., Detroit; Buffalo; 


Indianapolis 


PENNSYLVANIA FOUNDRY SUPPLY & SAND CO., 
Philadelphia; New York; New England 


M. A. BELL CO., St. Louis; Tulsa; Houston; Denver 
LAGRAND INDUSTRIAL SUPPLY CO., Portland, Ore. 
FOREMOST FOUNDRY SUPPLY COMPANY, Chicago 
G. E. SMITH, INC., Pittsburgh, Pa. 

MILWAUKEE CHAPLET & SUPPLY CORP., Milwaukee 
JOHN P. MONINGER, Chicago 


EXPORT DEPARTMENT: 
1010 Schaff Bidg., Philadelphia, Pa. 
CANADIAN FOUNDRY SUPPLIES & EQUIP. CO., INC., 


Montreal; East Maritimes 


CANADIAN HANSON & VAN WINKLE CO., LTD., 


F. B. Stevens Division, Windsor; Toronto 
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Trouble Shooting 


By C. W. AMMEN 
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Cupola Melting of Brass 


Dear Charlie: 


I have a small cupola and would 
like some dope on melting brasses. 
It is my understanding that one 
has to use a special, high carbon 
petroleum coke, or he can’t make 
her go. I don’t wish to use the 
cupola as a steady diet—only for 
the jobs above our crucible capacity. 


Dear Sam: 


Even if it goes sour or blows up, 
you should give it a try, if only to 
satisfy your own mind. It is, as 
you no doubt know, not common 
practice due to high oxidation 
losses. Furthermore, because of the 
speed with which the cupola melts, 
you have to have a large operation 
requiring a lot of metal. 
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I have been told that it’s foolish to 
use the cupola at all and that | 
would be far better off to buy some 
larger crucible furnaces or to lay 
off the big jobs. Well, win, lose, 
or draw, like most foundrymen I 
would like very much at least to 
give it a roll for its money. 


Sincerely, 


att. 


I have seen copper run down in 
a cupola, tapped into a hot receiver, 
and alloyed in the ladle with very 
nice results—also red brass with ad- 
ditions made to compensate for zinc 
and lead losses. 

As you were told, the most prac- 
tical system is to have a sufficient 
number or large enough conven- 


Drawing shows how to charge cupola to 
melt heat of brass. This practice should 
be used only to melt large heats, beyond 
common crucible capacity 


tional red metal melting units to do 
your job. If you intend to try the 
cupola, however—and my guess is 
that you do—don’t have any qualms 
about it. Simply go at it carefully. 

Incidentally, as we shall discuss. 
in place of high carbon petroleum 
coke, you can use charcoal. 

Preparation of the cupola for 
melting red metals is one of the 
most important steps and should be 
done right and with care. Chip 
back the lining carefully, being sure 
to remove all the iron. This step 
is most important. Clean out the 
tuyeres so that there is no shot, iron, 
etc., which can be blown in when 
you start up the wind. Check 
around the spout, charging door, 
etc., for little pieces of iron. 

When the cupola is completely 
free of iron, use your regular daub, 
and patch as you would for iron. 
Wash the lining with plumbago 
and molasses water from the bot- 
tom plate to 15 in. above the bed 
height. Pull up the bottom doors 
and dry very well overnight with a 
nailfree wood fire. Next morning, 
drop the doors, and give the warm 
lining another coat of blacking. 
Black up any cracks, etc., that you 
find. 

You now are ready to start. Put 
up the doors, and make up the bot- 
tom as usual. Be sure the bottom 
sand is free of shot, iron, nails, and 
so on. Keep it a bit on the dry 
side. The kindling used to light 
the bed coke also should be free 
of iron, nails, or other metal. Cover 
the kindling with 6 in. of charcoal 
and use about 10 per cent less coke 
to make up the remainder of the 
bed than you would for iron. Of 
course, the bed is worked up as 
usual, part way at a time. 

When the bed has_ burned 
through and is ready to go, put a 
2-in. cover of charcoal on it. You 
now are ready to charge your metal. 
Charge the same weight of brass or 
copper that you would if you were 
melting iron, but use 10 per cent 
less coke between charges. 

Place the first charge of metal on 
top of the charcoal covering the 
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bed coke. Cover the charge with 
2 in. of charcoal, then 90 per cent 
of the coke you normally would use, 
then 2 in. of charcoal, another metal 
charge, 2 in. of charcoal, 90 per cent 
of the usual coke, and so on. Each 
charge of brass or copper should 
have a 2-in. cover of charcoal on 
each side of it. When all the 
charges are in, cover the last charge 
with 6 in. of coke breeze. 

Use a light blast pressure. Start 
with about 8 oz and cut it back to 
about 5 oz halfway through the 
heat 


A small piece of soda ash in each 
metal charge is used as a flux—not 
much over 2 lb per charge. This 
figure is something you must deter- 
mine for yourself. 

Make sure your bull ladle or re- 
ceiver is in good shape—ironfree, 
blacked, and hot—before you start 
the blast. 

Metal loss will be about 60 per 
cent of the zinc and 15 per cent of 
the lead. Copper and tin losses will 
be minor. 

Wire your receiving ladle with 
a copper wire to a known weight 


Pe MMmeEIBLE 


A HOOD THAT’S A FRIEND 


OF 


COMPENSATING 


EVERY FOUNDRYMA 


POURING HOOD 


Clean, fresh air summer and winter, is what you enjoy with a Schneible 


Compensating Air Hood. 


This hood includes air direction controls which allows efficient dust 
and fume collection without sacrifice of worker comfort. 
Many sizes and capacities are available for both jobbing and production 


foundries. 


Our representative will be glad to discuss your problem with you, or 


wire direct for complete details. 


CABLE ADDRESS FOR 

FOREIGN INQUIRIES: CBSCO 
EUROPEAN LICENSEE: 

ELEX S. A., ZURICH, SWITZERLAND 








CLAUDE B. SCHNEIBLE COMPANY 
P.O. Box 296, Roosevelt Park Annex—Detroit 32, Michigan 





Name 


Title 








Company 
Address 





City 


Zone State 








SERVING FOUNDRYMEN THE WORLD OVER 


Refer to Sweet's File No. — 


c 
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so that you can be sure of the 
weight tapped each time and can 
make the proper additions. 

When you have tapped about half 
the amount of brass you intend 
to take in the ladle, add the pre- 
heated additions to compensate for 
loss. Be sure that the additions 
really are hot. Stir them in well, 
tap the remaining metal, and stir 
again. The tapping temperature 
should be about 2300° F. Deoxidize 
with phosphor copper. ‘Test for 
gassy metal with a 2-in. test cock. 
If the top stays level or puffs up in- 
stead of piping or shrinking down, 
hold back the horses. Give the 
metal a shot of one of the several 
degasifying agents on the market, 
and make another test. Pour when 
the metal is ready and atthe proper 
temperature for the casting involved. 

It is a good policy in red metals 
to oven or skin dry any job which 
will weigh 300 lb or over. 

I trust this is the information you 
are looking for, old man. Be dog- 
goned sure you have everything 
ready to go before putting on the 
wind. Red metals melt like ice 
cream in a cupola. 


Sincerely, 


Nominations Are Opened for 


Doehler Diecasting Award 


Nominations are open for the 
1958 Doehler Award which recog- 
nizes outstanding contributions to 
the advancement of diecasting. The 
award, a plaque and cash honorar- 
ium of at least $500, is made an- 
nually by the American Die Cast- 
ing Institute, national association 
of custom die casters. 

Three considerations govern the 
award committee in selection of the 
recipient: 1. Technical achievement 
—as measured by scientific contribu- 
tions of a metallurgical or engineer- 
ing nature. 2. Advancements in 
plant operations—of a management 
or an administrative nature and re- 
lated to the operational phases of 
the industry. 3. Other activities— 
not primarily of a scientific or op- 
erational nature but which enhance 
the reputation and acceptability of 
diecastings. 

To be eligible for consideration, 
an achievement must be applicable 
generally to the industry. Nomina- 
tions for the award, along with sup- 
porting papers or other related ma- 
terial, should be submitted before 
April 15 to the Award Committee, 
American Die Casting Institute, 366 
Madison Ave., New York 17, N. Y. 


FOUNDRY 





the 


Clearfield 





is 
engineered, 
designed 
and built to prepare sand properly 


Properly prepared sand for best foundry results doesn’t 


just happen. It’s the natural result of using correct 
Write today for Catalog No. 
83. Get complete details on 
the tested efficiency of Clear- 
field Mixers. 


equipment and a matter of precision in controlling all 
factors involved. Clearfield Mixers always give you 
properly prepared sand, and there is a Clearfield for 


every requirement. 


CLEARFIELD MIXER mixes, tempers, aerates 


CLEARFIELD MACHINE COMPANY 


Clearfield, Pennsylvania, U. S. A. 
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Demonstration 


IN YOUR PLANT OR SHOP 


Make us prove how ‘Budgit’ Hoist 
can solve YOUR lifting problem 


Your local ‘Budgit’ Electric Hoist distributor 
now makes you this special offer: 

You pick the spot where you need help in 
lifting. 

Call your ‘Budgit’ Hoist distributor. (You'll find 
him listed in the yellow pages under ‘Budgit’.) 
He'll bring a ‘Budgit’ Hoist to the spot you 
name, hang it up, plug it in, and show you how 
‘Budgit’ can make your lifting job fast, safe and 
effortless. 

No obligation. Demonstration takes only min- 
utes. All you need is a place to hang the Hoist 
and an electrical outlet (or 12-volt battery). 


HANDLES ANY LOAD 


The ‘Budgit’ Electric Hoist can handle any kind 
of load up to 2 tons: machinery units, castings, 
crates, dies, pipe . . . anything. Works indoors 
or out. Has two automatic brakes for extra 
safety. Either alone can hold the load. 
One-hand control leaves your other hand free 
to guide the load. Hairline stops and starts let 
you “spot” your load gently within 1/100th 
of an inch. 

AC and DC models. Also 12-volt battery models 
for use on trucks. Prices start at $159. 

Call your Shaw-Box distributor today or write 
for your copy of Bulletin 402 and 404. No 
obligation of course. 


Let us demonstrate — right in your plant or shop — how ‘Budgit’ Hoists 
can make your lifting problems disappear. 


s ee 
badge. ELECTRIC HOISTS 


4 








MANNING, MAXWELL & MOORE, INC. 


TRADE MARK © SHAW-BOX CRANE & HOIST DIVISION 
386 West Broadway * Muskegon, Michigan 


Builders of “SHAW-BOX" and ‘LOAD LIFTER’ Cranes, ‘BUDGIT’ and ‘LOAD LIFTER’ Hoists and other lifting specialties. Other Divisions produce ‘ASHCROFT’ Gauges 
HANCOCK’ Valves, ‘CONSOLIDATED’ Safety and Relief Valves, ‘AMERICAN’ and ‘AMERICAN-MICROSEN’ Industrial Instruments, and Aircraft Products. 


In Canada: Manning, Maxwell & Moore of Canada, Ltd., Avenue Road, Galt, Ontario. 


MANNING 
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‘Shipments 


Total 
827,162 165,482 298,349 


1955 
1956 
Nov. 


11 mo. 727 
66, 


Dec. 
Total 
1957 
Jan. 
Feb 
Mar. 
Apr. 
May 
June 
July 
Aug. 
Sept. 
Oct. 
Nov. 
11 mo 


794 


64 
58 
69S 


69,058 





ALUMINUM 
of castings- 
Shipments 
Perm. 


Sand Mold 


20,673 
224,864 


14,346 
158,576 

13,405 
181 


,630 
951 
,581 
20,963 
3,366 21,707 
3,914 22,974 
287 20,376 
,705 20,708 
585 17,180 
10,447 22 
10,996 

11,367 


,201 


’ 11,570 
8S 10,411 


,554 


134,849 215,602 


1000 


355, 


343,290 


376, 


2 
3 


pounds!) 


Unfilled 
Die Orders? 
203 1955 
1956 
Nov. 
11 
Dec. 
Total 
1957 
Jan 
Feb. 
Mar 
Apr 
May 
June 
July 
Aug 
Sept. 
Oct 
Nov 
11 


33,938 113,356 
y z mo 
440 118,185 


230 


37,194 
34,311 
37,521 
33,493 


116,088 
107,869 
107,963 
98,113 
94,748 
88,086 
2 9 89,430 
26,319 
24,900 
31,936 
29,793 


42,108 mo 


———Shipment 


,104,775 


802,551 


(Shipments 


MALLEABLE IRON 


of castings—net tons’) 


St dard. 











Total For 


652 


7,979 


,368 


7,636 


3, 729 
,311 
2 one 
,639 
876 
,644 
,397 
5,989 


5,426 
52,457 
,667 
37,904 
485 


, 268 


Sale Total For Sale 


,552 


40,107 
429,276 
37,569 
466,845 


43,401 
39,590 
23,915 
42,810 
38,072 
36,892 
27,290 
33,781 
31,658 
39,269 
31,036 
387,714 


508 


320 


aid 


085 


iio 


Total 


14,288 
12,617 


137,705 


Pearlitie——— 
For Sale 


138,963 


8,107 
7,139 
7,666 
8,510 
8,205 
7,747 
7,586 
5,863 
6,739 
6,720 
7,049 
81,231 


Unfilled 
Orders 


89,977 


92,311 


93,886 





PRODUCTION WORKERS 


i 


MAGNESIUM 


of 


COPPER-BASE ALLOY 


castings— 1000 


Shipments. 


‘Shipments j 31 . 
I ts of pounds!) ‘Shipments castings—1000 pounds! Eesti ted N 
— ' 





Unfilled 
Orders? 


——Shipments 
Total For Sale 


27,854 25,294 


Unfilled 
Orders? 


Perm, 


Mold Oct. 


1957 
190,800 


Nov. 
1956 
209,800 


Nov. 
1957 
187.700 


Sand 
905,867 


Total 


1955 1,008,998 


Ferrous 


1956 
Nov. ‘ 
11 mo 
Dec. 
Total 
1957 
Jan. 
Feb. 
Mar. 
Apr. 
May 
June 
July 
Aug. 
Sept. 
Oct 
Nov 


11 mo. 


72,866 
901,109 
65,197 
306 


65,022 
808,614 
57,931 


866,545 


2,025 
,084 


3,202 
346 
39,258 
,141 
7,251 
53,910 
,847 
34,953 
34,470 
391 
53,944 


809,681 728,713 


2,715 
,968 
2,612 
580 


3,017 


2,473 


Nonferrous 


Average Weekly 


Gray Iron 
Malleable 
nna, fern 
Nonferrous 


Iron. 


60,700 


62,900 


Earnings 
83.18 83.85 
85.73 
91.63 
91.34 


39,063 
34,249 
mo 


2,804 
2,723 
2,706 
2,817 
2,384 
2,150 
2,071 
2,093 

806 

,044 


h~I-1-1 > =x 


DS 


Average Weekly Hours 

37.6 
37.8 
39.0 
39.5 


Gray Iron .. 37.3 
Malleable Iron. 38.1 
Ee 38.5 
Nonferrous 39.2 


Source: Bureau of Labor Statistics. 


69,100 





Dec. . 
Total 
1957 
Jan 
Feb 
Mar 
Apr. 
May 
June 
July 
Aug 
Sept 
Oct 
Nov 
11 


mo 


——AIlll Casting s————_ 
For Sale 


7,987,205 


Total 


,112,096 
, 058, 
954, 
, 075,98 
990,135 
,099, 
940 
11,800,278 


634,856 
6,089 

587, 

963, 


642, 
582, 


GRAY IRON CASTINGS—SHIPMENTS vet tons) 


Total For 


685 
,263 
3,692 


,834 


Nodular Iron Heavy Steel 
Miscellaneous Castings 


Sale 


3,715,963 


938 


Ingot Molds 
Total 


2,739,864 


Castings 
Total 
3 


251, 26: 


3 


1 


2,199 
2,336 
640 
190,434 
205,655 
202,911 
210,521 
166,652 


2,261,210 3 


11,206 
10,207 
10,901 
10,339 
10,253 
11,974 
10,601 


Chilled Railroad Pressure Pipe Soil Pipe 
Car Wheels 


& Fittings 
TotaP 


869,558 


& Fittings 
Total® 
1,681,630 


Total 
85,041 


60,038 
763,619 
54,143 
817,762 


116,157 
1,654,463 
92,439 
1,746,902 


27,852 
80,317 
25,874 
06,191 


57,346 
48,182 
59,451 
63,066 
69,209 
70,864 
60,030 
72,987 
64,411 
71,683 
58,754 
695,983 


101,069 
89,146 
108,158 
128,710 
141,685 
131,360 
106,532 
238,209 
119,689 
122,149 
91,138 
1,377,845 


31,139 
30,079 
36,995 
5,979 
34,406 
2,087 
,209 


36,159 


Unfilled 
Orders” 


916,723 
920,034 


904,860 
931,054 
934,847 
899,074 
879,825 
853,012 
825,676 
825,676 
805,301 
740,169 
704,623 





Total 
,530,694 


164, 
» 173.262 
158,7% 


,931, 


169,2 
154,93: 
160, 
162, 


1,645,494 


STEEL CASTINGS—SHIPMENTS 


(Net 


tons!) 








All Castings 
Railway 


Total 


For Sale 


1,166,706 


126,900 
,386,721 


Specialties 
236,880 


28,284 


335,838 


1,088,489 


122,212 


,306,442 


34,080 
918 


125,569 
,012,290 368, 
090 
181 
29,968 
29,708 
2,840 
,338 
803 
641 
718 
ATT 


26,892 


30, 
97 


133,826 
121,667 
124,416 
124,549 
125,431 
119,353 
90,037 
111,080 
105,611 
113,216 
97,856 


1,267,042 25,656 


298 
326 


. 768 


5 @ac 
vod 


805 
,O89 


2,894 


.840 


3, 759 


= 
»430 


3,167 
3,261 


,100 


3,343 


rs a 


Carbon 


For Sale 
8$14,2 


,635 
,009 
7,719 
107 
871 
3,144 
846 


99 


Alloy 
Railway 
Specialties 


Total For Sale 


Railway 
Specialties 


219,602 


445,769 354,452 


902 
820 


41 


17,278 


1,848 
,874 


99 


1,853 


bo bo DO tO bo te to tp 


i) 


Unfilled 
Orders? 


545,862 


521,782 


519,575 
511,806 
503,407 
497,632 
504,990 
494,267 
489,390 
471,190 


1Source: Bureau of Census *For sale only 3All cast iron pipe is shipped for sale 
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VST CTT Ter Tree 
SHIPMENTS OF CASTINGS 


{ REPORTED BY BUREAU OF THE CENSUS ) 


SSuEEENEEET Geeneennn 


GRAY 1RON 
mo. 
Dec. 
Total 


1957 

















mo. 


CONSUMPTION 


(Net tons*) 


COKE PRODUCTION AND 


Consumption 


Total 
76,266,385 


Production 
75,150,247 


6,951,386 
59,312,872 
6,328, 272 6,681,074 
6,615,935 6,959,900 
3,938,372 72,953,846 


6,742,483 
60,994,165 


3,857,640 
,845 


,096,024 
3,302,583 
3,803,311 
5,396,900 
3,521,817 
3,318,339 

, 266 , 888,057 

, 060 5,400,036 
3,519 
,406 

984 


64.984 64. 


By 
Foundries 
3,154,052 


253,147 
2,391,300 
237,330 
224,452 
2,853,082 








MALLEABLE IRON 
-- COPPER-BASE ALLOYS 


ah ALUMINUM 


i 


FMAM FAS ON DIF 
MS Us eg 














5 . 
Ae Source: I 
and Bre 

















net tons) 


1956 
27,736 
24,949 

,310 
25,808 
3,437 
,842 
,364 
3,812 
,929 
3,045 
,818 
,046 
096 


(Shipments in 


Yefense Council of the 


ynze Industry 


Ingot 


INGOT BRASS AND BRONZE 


Brass 





ZINC-BASE ALLOYS INDEX OF FOUNDRY 


IRON AND STEEL SCRAP CONSUMPTION 


(Gross tons*) 
By Types of Furnace ————— 
Cupola Air Electric 
Total Total Total 


EQUIPMENT ORDERS 


Foundry Trades Only 
Orders 


Shipments of castings—-1000 pounds 


All 
Scrap 
Total 


Unfilled 
Orders 


———Shipments. 
Total 


778,000 


(Net Closed, New 


ment) 


For Sale Equip- 


1955 8,757,593 


1956 


1956 


79 654 QGOF 
=* 72,654,925 
1957 


10,786,957 


,273,470 


Jan 95.6 117.9 

Feb : 39.0 

Mar 7 

Apr 

May 

June 

July 

Aug 

Sept » Ox 

Oct 29.2 5.3 6,294,038 

Nov ar 21.0 59.6 5,816,309 
6 May E .435 

are percentages of 607 

the base period 1947-49 taken as 

100 per cent monthly average 

This is a new base period. Source 

Foundry Equipment Manufacturers 

Association 


Nov 
11 mo 
Dec 
Tota l 
1957 


6,264,955 
71,709,489 


804 
436 


Dec 

Note: Figures 
990 
005 


mo 614,004 


PIG IRON PRODUCTION AND CONSUMPTION 


Production** 
net 





idard grades Low Phos. 
Intermediate Low 
Basic Phos. & Bessemer 


62,570,394 7,799,751 


tons) 
Malleable 
& Silvery 
3,884,971 


Total 


68,944,698 


Foundry 


1955 > 858,957 


(By type of furnace 


5,326,534 


101,773 
955,378 
95,890 
82,160 
,133, 


989 


— Consumption* 


gross tons) 
Cupola Air 
260,008 


1956 
Dec 
Total 


1957 


149,745 


861 


Jan § 135,608 
Feb j 154,543 
Mar 168,650 
Apr 
May 
June 
July 
Aug 
Sept 
Oct 
Nov 
Dec 
Total 


*Source I s 


162.02 


624 
78,557,011 


Dept of 


212 


6,099,101 
61,900,276 


4394, 869 
65,131,684 


**Source: Americ 


an 


697, 


266 
761 


,699 
, 794 
864 
392 
4,619 
,428 
,646 


Iron 


Steel 


391,632 
419,655 


72 423,660 
369,206 
370,915 


72 
099 
334 


« Si 
5,862,966 
72,086 
702 

,995 
5,036 

624 


306,119 
349,988 
321,728 


3 
354,364 


Institute. ‘Source: Bureau of the 


Census 


22,989 
,743 
,241 
495 

9,201 
7,044 
,735 
7,540 
7,084 
18,466 


2For 


sale 


9,862,887 


927,499 
834,843 
903,149 


705,5§ 
629,395 


759,517 


Electric 
246,406 


17,161 
190,386 


20,431 
19,443 
23,259 
19,756 
17,869 
17,744 
17,992 
25,948 
28,638 
24,691 


only 
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“*3/4 pint of 
Cities Service Core Oijil 
to 240 pounds of sand” 


Short baking time, excellent shakeout 


Model Brass Company of Decatur, 
Illinois produces 50,000 pounds of 
brass castings a month, mainly pump 
parts demanding the greatest precision 
in the making of cores. 

That in itself would require an ex- 
cellent core oil. But in addition, “90% 
of the castings made today are shipped 
tomorrow,” according to General 
Manager Charles T. St. Clair. 

“That means we’ve got to have an 
oil with the fastest possible baking time 
and clean, quick shakeout properties. 

“For these purposes, we've never seen 


the match of Cities Service Delco #62 
Core Oil. And most unusual of all is the 
fact that such a small quantity of the oil 
goes such a long way. We actually use 
only *% of a pint of Cities Service Delco 
Core Oil for every four pans or 240 
pounds of sand!” 

When the jobs are tough and the 
time is short—that’s the time for Cities 
Service Core Oils. Find out what they'll 
do for you. Talk with a Cities Service 
Lubrication Engineer. Or write: Cities 
Service Oil Company, 20 North Wacker 
Drive, Chicago 6, Illinois. 


CITIES ©) SERVICE 


QUALITY PETROLEUM PRODUCTS 
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Cores are placed in position before 
the pour. Model Brass is able to 
quick-bake its cores, maintain 
precision, and speed production 
with Cities Service Core Oil. 


Made with 85-5-5-5 Brass, 90°; 
of Model’s castings are pressure 
tested. They've got to be good, 
and so has the Cities Service 
Delco Oil used in the cores. 





riety 
Merehant 


Meltrite is strictly 

a merchant pig iron. 
The entire produc- 
tion is for sale 

at all times. 

Always in dependable 
supply. 


SERVICE DEPARTMENT AVAILABLE 
WITHOUT OBLIGATION 


Nn HG, 


PICKANDS MATHER & CO. 
CLEVELAND 14, OHIO 
Chicago ¢ Cincinnati * Detroit ¢ Duluth 
Erie ¢ Greensboro ¢ St. Louis © Washington 


IRON ORE ¢ PIG IRON 
COAL « COKE e FERROALLOYS 
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Meditations e< , 


of a 
Sandman 


By HAROLD E. HENDERSON 
H. C. Macaulay Foundry Co. 
Berkeley, Calif. 


“An Innocent Abroad” 


ECENTLY, I received a letter 

from an English friend, Harry 
Richards, who, with three other 
members of his family, directs the 
destiny of Richards Foundries Ltd., 
Leicester. He operates two plants 
of widely different character. One 
is a conservative jobbing shop 
where trowel and handrammer are 
in conspicuous use; the other be- 
longs in the high-production cate- 
gory and utilizes the most modern 
equipment available. 

As I reread Harry’s letter, my 
mind drifted back to a momentous 
day in 1952. I had just boarded the 
“President’s Special,” a commodious, 
double - decked passenger plane 
scheduled for the London hop. The 
stewardess was too preoccupied to 
assist this nervous novice, and with 
seat stub in hand, I edged down 
the aisle, squinting at the little 
brass-numbered tags above the port- 
holes until I finally spotted my 
18-W, a so-called window seat. 

The seat on the aisle already was 
occupied by a genial Englishman 
who drew in his legs to let me 
climb over. After the exchange of 
opening banalities, he suggested that 
inasmuch as we were to be cooped 
up together for the next ten hours, 
we might as well introduce our- 
selves. He explained that he was 
Harry Richards of London, and of- 
fered me an outstretched hand. 

I presented him with one of my 
newly embossed cards ($2.00 per 
hundred), which he read with an 
expression that betrayed something 
slightly short of amazement, then 
burst into one of those belly laughs 
peculiar to Englishmen who have 
been out too long in the midday 
sun! 

Yes, he was a foundryman, and, 
as I later was to learn, a very suc- 
cessful one. After we had consumed 





MILWAUKEE 
SOLVAY 


Year after year MILWAUKEE 
SOLVAY COKE ranks as a su- 
perior foundry coke...made 
from carefully selected coal: 


1. Low in ash 
2. Low in sulphur 
3. High in carbon 


4. Highly resistant to 
shatter and abrasion 


SERVICE DEPARTMENT AVAILABLE 
WITHOUT OBLIGATION 


having Sulusly 
Wine L887 


PICKANDS MATHER & CO, 
CLEVELAND 14, OHIO 
Chicago © Cincinnati ¢ Detroit ¢ Duluth 
Erie © Greensboro © St. Louis © Washington 


IRON ORE « PIG IRON 
COAL « COKE e FERROALLOYS 
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PERFECT MOLDS AND CORES 


Sand flows and packs freely to give 
perfect reproductions of pattern 
details. 


Patterns and core boxes stay cleaner 
longer with one application. 


No sand sticking. 
Use at any temperature. 


Protects patterns and core boxes 


Working samples and complete literature on against corrosion. 


Delta Part-Rite will be sent to you on request Water repellent — contains moisture 


for test purposes in your own foundry. blocking agent. 


High lubricity reduces sand abrasion 
damage. 


Use sparingly — a micro-film is all 
that’s necessary on patterns and core 
boxes. 


D 
Fast, easy, economical. Costs less to 
> buy, even less to use. 


DELTA OIL PRODUCTS CORP. MILWAUKEE 9, 
MANUFACTURERS OF SCIENTIFICALLY CONTROLLED FOUNDRY PRODUCTS WISCONSIN 
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An Exceptionally Efficient 
Screen for 


the Foundry 


The Leahy No-Blind® Vibrating Screen has been de- 
signed for utmost screening efficiency in the fine mesh 
range. It is particularly useful, therefore, in the 
foundry where fast, accurate, screening is appreci- 
ated. The exclusive differential vibration feature 
clears the mesh during normal screening, and when 
damp and difficult sands must be handled, FlexElex® 
heating of the jacket, when added, keeps the mesh 
dry and wide open. 


For full information ask for Bulletin 16-EH 


a dinner which was altogether too 
good for any king, we drained the 
last drops from our third serving 
of champagne and stumbled below 
(downstairs to you groundlings), 
where we indulged in added re- 
freshments (on the house) and pro- 
ceeded to talk “sand and foundry” 
between puffs of mellow pipe-smoke 

At one point in the conversation, 
he interrupted me (very discourt- 
eous of him) to ask whether I ever 
had been to England. 

I said, “Only in my imagination.” 

He countered with, “Well, son. 
you're there now! We’re dropping 
onto London airport.” 

London; The land of Shakes- 
peare, Dickens, and Barmaids! It 
was a dream from which I hoped 
never to awaken! But all dreams 
must end in a return to grim reality, 
so again I find myself immersed in 
the problems of delinquent sand. 

Harry’s letter had revived the 
dream, and it also reminded me 
that the differences to be found in 
our respective countries, with regard 


to language, food, clothes, and en- 
tertainment, also are reflected in the 
behavior of our sands. They too 
exhibit a variance in keeping with 
their geographical origin. 

Richards has made several trips 
to the United States in the years 
that followed our first meeting, and 
he has in fact visited me twice in 
Berkeley. Our friendship has ad- 
vanced to a point where we are 
practicing each other’s choice bits 
of slang and colloquialisms. 

He insists on calling my muller. 
a “mill,” for example. However, 
the difference is strictly superficial 
In the letter before me, he says, 
“we have deciced to try to find 
a sand technician, since at the mo- 
ment we have no specific person, 


The Original Deister Co 7 Inc. 1906 


The Deister Concentrator Company 
Fort Wayne, Ind., U.S.A. 
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PSC Sheet Alloy Radiant Tubes 
COST LESS - LAST LONGER 


fi 


If you are using cast alloy tubes, 


Demonstrate 


This 


important cost. Records of scores of installations show PSC “Thin Wall” tubes are giving much 


we can quote you substantially less on 
our all-sheet alloy tubes. And, with dies on 
hand for many commonly used sizes of return 


bends, we can frequently save our customers this 


longer service life. For instance, Michigan Malleable Iron Co. reports: 
“We show an average life of over 3% years for your fabricated tubes, 
which is about double our experience with cast alloy tubes”. In PSC 
tubes the return bends are of the same metal and thickness as the legs, 
promoting uniform flow of gas and minimizing carbon build-up and conse- 
quent burn-out. Precision-assembled in any design or dimension. Also 


sheet-alloy heat-treating retorts and covers, boxes, baskets, fixtures, 





tubes, etc. We invite your inquiries. 


Send jar PSC Heat-Jreat Catalog 54 | 
Jow Wopers 
Founper ( 
PC) 
; ‘Personally, | think your ideas are bigger 
than your smelting pot."’ 


THE PRESSED STEEL CO. : Wilkes-Barre, Pa. 
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Save Time, Maintenance and Money 
In Your Metal-Melting.. . 


Specify Norton Refractory Cements 


FOR FERROUS METAL-MELTING 





type of 
equipment 


metals 
melted 


use of 
cement 


Norton cement recommended 


how 





number 


maturing temperature applied 





indirect 
arc 


alloy iron and 
steels 


lining 


RA 1307 


rammed 


1150°C 2100°F 





patching 


RA 1307 
RA 1162 


1150°C 2100°F rammed 
1000°C 1850°F rammed 





alloy steel and 
malleable iron 


troweling around 
electrodes 


RA 1162 


1000°C 1850°F trowled 





lining roof and 
around electrodes 


RA 1307 


rammed 


1150°C 2100°F 





stainless steel and 
refractory alloys 


lining 


RM 1170 


rammed 


1150° 2100°F 
c 00 (dry) 





patching large 
furnaces 


RM 1152 


1200°C 2200°F rammed 





patching small 
furnaces 


RM 1992 


troweled 
or rammed 


1100°C 2000°F 





ladles 


iron and steel 


lining 


RA 1307 


1150°C 2100°F rammed 





FOR NONFERROUS METAL-MELTING 





low 


Al, Te, Si bronzes 


lining 


RM 1140 


rammed 


1250°C 2300°F 





req 


Y 
induction 





general purposes 


lining 


RA 1307 


1150°C 2100°F rammed 





indirect 
arc 


brasses and bronzes 


lining and patching 


RA 1307 


1150°C 2100°F rammed 





crucible 
melting 
furnaces 


brasses and bronzes 


lining and patching 


RC 1188 


1100°C 2000°F rammed 





reverberatory 
furnaces A 


brasses and bronzes 


lining and patching 


RC 1188 


1100°C 2000°F 


rammed 























2 Cement not in contact with metal; used in combustion chamber. 4 Cement in contact with metal. 





Norton ALUNDUM* fused alumina (RA), CRYSTOLON® silicon car- 
bide (RC) and macnorire* fused magnesia (RM) cements are 
stable and very refractory. Carefully blended to assure proper grain 
size distribution, they are excellent for the p 


NORTON 


REFRACTORIES 
Engineered... Ey ... Prescribed 


Gilaking better products... 
fo make your products better 
NORTON PRODUCTS: Refractories * Abrasives 

Grinding Wheels « Grinding Machines 


BEHR-MANNING DIVISION PRODUCTS: Coated Abrasives. 
Sharpening Stones + Behr-cat Tapes 


widest range of operations. 

For complete facts as to the nature and 
selection of these engineered and prescribed 
Norton R’s, contact your Norton Represent- 
ative. He’ll supply you with the booklet Norton 
Refractory Cements. Or write for your free copy 
to Norton Company, Refractories Division, 
302 New Bond Street, Worcester 6, Mass. 


*Trade-Marks Reg. U. S. Pat. Off. and Foreign Countries 
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MANY MAN HOURS | 
SAVED BY | 
REPAIRING 

CUPOLAS the 


EMENT GUN” 


: 


| 


a 
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€ 
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The CEMENT GUN is simple to operate; two or three of your own men can 
learn quickly and easily, after which they can make all your cupola re- 
peirs. With the CEMENT GUN they can piace a lining 1” to 6” thick in one 
continuous operation. They can make patches in a “hot” furnace. They can 
place up to 5 thousand pounds of refractory material an hour. The CEMENT 
GUN method Saves down time, saves material and extends the life of your 
present linings. Write today for our FREE bulletin #3000 and check our 


claims. 


CEMENT GUN COMPANY 


JOHNSTON EQUIPMENT 
For the FOUNDRY 


© Melting Furnaces 

@ Heating Torches 

@ Ladle Heaters 

@ Heat Treating Furnaces 
© Burners, Blowers, Controls 


For More Information on 


JOHNSTON CAR BOTTOM 
FURNACES 


Write for Bulletin F-240 


“GUNITE”’® CONTRACTORS 


weenseesees1520 WALNUT ST., ALLENTOWN, PA. +eeescesnceeeee 
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‘'‘Qur New JOHNSTON 
CAR BOTTOM 
FURNACE... 


... has tripled our annealing capacity. We particular- 
ly like its mechanical features—the Fluid-drive unit 
for the car, the automatic, power-operated door, 
and the one push button firing. The mechanical seals 
area tremendous improvement over the old sand seals. 
On the basis of our experience we recommend 
it highly.” 

LES ALEXANDER 

Plant Superintendent 
MINNEAPOLIS ELECTRIC 

STEEL CASTINGS CO. 


OVER THIRTY YEARS EXPERIENCE IN DESIGN AND MANUFACTURE 


MANUFACTURING CO. 
2825 EAST HENNEPIN AVE. 
MINNEAPOLIS 13, MINN. 


ENGINEERS & MANUFACTURERS OF INDUSTRIAL HEATING EQUIPMENT 





218 


Circle 699 on Page 51 


| 
| 
| 





or shall I say no person of sub- 
stance or importance, to undertake 
these duties.” 

Harry, you have tickled the 
cockles of my heart! I would point 
up the significance of your state- 
ment to every foundryman in the 
world: “A sand technician of sub- 
stance and importance.” 

My boss has been looking for 
one for years! Be that as it may, 
I wish you success in the search, 
and I could be flattered in the 
belief that perhaps some of my 
rambling remarks have stimulated 
your present aim. 

Richards continues his letter with 
a somewhat detailed account of the 
present equipment in his sand lab. 
He names a standard rammer, com- 
pression tester, permeability meter, 
moisture tester, and screens all, 
I believe, of English manufacture. 

He says that he is sure that much 
of his equipment is out of date and 
implies that he would welcome my 
opinions regarding this matter. 

Of course, in answering Richard’s 
letter, | probably, as a loyal Ameri- 
ean, should have insisted that only 
American-made sand testing equip- 
ment is suited to present-day needs 
and that he should refit his labora- 
tory immediately with all new in- 
struments bearing the U. S. A. label. 

Harry Dietert probably will never 
speak to me again, when I confess 
that in my younger days I be- 
lieved that sort of nonsense. The 
non-American product may differ 
strangely from ours in many ways, 
but to differ, is not necessarily to 
be inferior. In being requested to 
advise Richards, I was of course un- 
duly flattered. There is an exhilara- 
ting stimulation even in the sugges- 
tion that someone may respect your 
opinion. (It happens so seldom.) 

I swallowed the bait. In my 
usual verbose manner, I endeavored 
to advise my British cousin. I told 


i (et + 
al i ie 


STAr_ 


Founory 
dou Ropers 
° 


“Great idea, Finchley. Unfortunately though, 
FOUNDRY’s ‘How To Do It’ has scooped you 
again."’ 


FOUNDRY 
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~_ Personalized Service 


sig 


~ a 


e Zircon Sand 
e Zircon Flour 
e Silica 

e Bentonite 


At our fully-stocked ware- 
houses located strategically 
throughout the country we 
carry large stocks ready for 
fast delivery to you. Just tell 
us what you need—and when— 
and leave the rest to us. We're 
anxious to prove to you what 
Berkshire service means. Con- 
tact your local Berkshire rep- 
resentative or write for com- 
plete details. 


i, ae 


_— ‘ _ 
~<{Write tor Catalog! > 


Berkshire 


Chemicals 


INC, 


420 Lexington Avenue 
New York 17, N. Y. 
Sales Offices: New York * Chicago 
Philadelphia * Cleveland * Boston 
Pittsburgh * San Francisco 
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him that I would hazard the guess 
that with a “man of substance and 
importance” as his sand technician, 
he need not be worried greatly 
about the obsolesence of the labora- 
tory instruments. 

And this brings me to my annual 
gripe. Assuming that we have the 
best sand-testing equipment on 
earth, just how valuable does it 
become when most of us don’t know 
how to use it properly or only re- 
sort to it at infrequent intervals, 
after things have gotten so far out 
of line that Sanders and Schureman 
would have to combine forces for 
a month to untangle the mess? 

Here on the West Coast, we no 
longer fight Indians, and we actual- 
ly are becoming quite civilized. But 
apparently our eastern equipment 
and machinery suppliers haven't 
learned of this fact, for once they 
crate a machine or instrument and 
start it on its way westward, they 
obviously wash their hands of all 
responsibility in connection there- 
with. We seemingly are at their 
mercy, with inadequate instructions 
—separated from desperately needed 
service by 3000 miles of slow freight 
—and by the same barrier when 
a costly breakdown occurs. 

We can make our own wheel- 
barrows and fix ’em, but the proper 
use of sand testing equipment calls 
for something more than a few 
pages of typed instructions. Ol 
course, if you’re real proud, you'll 
never admit that you don’t know 
the answers. You paid real money 
for the “stuff,” and you just 
wouldn’t want anyone to know that 
it was standing there gathering dust. 
So you go blithely on your way, 
insisting that everything is just 
dandy! Mebbe some of us have 
exceeded the normal boundaries of 
stupidity, but I find that if I scream 
my head off, sometimes I get help. 


Die Casting Engineers Elect 


New officers for 1958 have been 
announced by the Society of Die 
Casting Engineers Inc., Detroit. 
Harry Cagin, Halex Die Casting 
Co., Cleveland, has been elected 
president of the society. 

Other officers include Dean L. 
Rockwell, Clifford-Rockwell Co., De- 
troit, vice president, and M. R. 
Tenenbaum, Lester-Phoenix Inc., 
Detroit, secretary-treasurer. 

Directors are William Van Raap- 
horst, American Mold Engineering 
Co., Charlevoix, Mich.; Harris R. 
Shimel, Cuyahoga Industries Inc., 
Detroit; and Herman J. Windolph, 
Holland Die Casting Inc., Holland, 
Mich. 











MEASURE 
TEMPERATURES 


ACCURATELY 


FAST 


with 
the improved 


PYRO 
OPTICAL 
PYROMETER 


The only self- 
contained direct- 
reading optical 
pyrometer for quick 
temperature read- 
ings of molten iron, 
Steel, monel, etc. 





and 
the NEW! 


PYRO 
IMMERSION 
PYROMETER 


Quickly gives 
precise tempera- 
tures of molten 
non-ferrous metals. 
Thermocouples in- 
terchanged instant- 
ly. Ranges from 
1000° to 2500°F. 


Send for FREE catalog No. 155 


YROMETER 











‘INSTRUMENT 
CO., INC. 


BERGENFIELD 6, NEW JERSEY 
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Foundry Group Meetings 


Twin City: “Foundrymen don’t 
think,” it was charged by W. A. 
Hambley, Charles A. Krause Mill- 
ing Co., in speaking on “Casting 
Defects” before the AFS chapter 
at its Jan. 14 meeting at Jax Res- 
taurant, Minneapolis. 

Mr. Hambley said that the av- 
erage foundryman has a tendency 


... then use TRANSITE CORE PLATES 
for easy handling, low maintenance, long life! 


You get real long term economy with 
Transite* Core Plates. Their initial 
cost is low...and their maintenance 
cost negligible. Transite Core Plates 
are tough and corrosion-resistant. 
They are made from an asbestos and 
cement composition by a special 
Johns-Manville process. They resist 
shock and corrosion ... will not crack 
or break easily. 

Here are other important reasons 
for using Transite Core Plates: 

THEY SPEED PRODUCTION— 

Transite Core Plates are easily han- 
dled. They’re simple to clean, too, 





to make snap judgments or act on 
impulse rather than give a_prob- 
lem adequate thought. Both chronic 
and epidemic types of defects affect 
business in these ways: 1. Economi- 
cally—by accounting for an annual 
loss of $325 million. 2. Customer 
Relationship—by charging him for 
our scrap and causing additional 





SS 


since core wash, sand, etc. do not ad- 
here to them as readily as to other 
core plate materials. 

THEY MAINTAIN ACCURACY— 
Foundrymen who have used Transite 
Core Plates for years report minimum 
warpage. 





For cores of large mass and small 
surface area, perforated Transite Core 
Plates are also available to eliminate 
green cores and reduce baking time. 
For full details, write Pes 
Johns-Manville, Box 5 

14, New York 16, Mi 
New York. overs 
*Reg. U. S. Pat. Off. 


Johns-Manville TRANSITE CORE PLATES 


Made of Asbestos 
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expense and delay when he ma- 
chines a defective casting. Manage- 
ment, from the top executive down 
to the shop foreman, must take 
the blame for this waste.-—]. David 
Johnson, ]. David Johnson Co. 


Wisconsin— Instead of the usual 
sectional meetings, the program for 
the January 11 dinner meeting of 
the AFS chapter consisted of a panel 
discussion on sand reclamation by 
wet, pneumatic, and thermal meth- 
ods. P. C. Fuerst, Falk Corp., Mil- 
waukee was moderator. 

Each of the following speakers 





HELP CRIPPLED CHILDREN 


discussed one of the systems: R. K. 
Strong, Hydro-Blast Div., Guardite 
Co., who talked about wet sand 
reclamation; W. R. Ellenberger, 
Nichols Engineering & Research 
Corp., New York, who discussed the 
thermal method of reclamation, and 
R. L. MclIlvane, National Engineer- 
ing Co., Chicago, who explained 
that company’s pneumatic reclama- 
tion equipment.—John E. Hubel. 


Ontario—On Jan. 24, 171 mem- 
bers of the AFS Chapter gathered 
at the Royal York Hotel in Toronto 
to hear a talk by Victor Rowell, 
Harry W. Dietert Co., on “Auto- 
matic Sand Control.” 

Because of the more exacting de- 
mands of buyers with regard to sur- 
face finish and dimensional toler- 
ances in castings, the foundryman 
must, of necessity, maintain close 
control over the consistency of his 
sand properties. Uniformity is also 
necessary for the efficient operation 
of automatic molding machines and 
core blowers. 

Mr. Rowell described how these 
properties can be controlled in a 
sand system that runs by itself. The 
components of such a system are an 
automatic muller cycle control with 
a programming timer, cam-operated 
valves, and automatic sand distribu- 
tion to molding hoppers. Mixing 


FOUNDRY 





can meet any and all of yours 


- from Small RACK TYPE OVENS 


generally used when the baking of smaller cores is 
required in the production operation of your foundry. 


-to Gigantic CAR TYPE OVENS 


when the drying of large 
molds and cores for bigger 
castings is required. 


This huge installation in 
the foundry of a large sup- 
plier of railroad products 
efficiently and economically 
carries its share of the load 
in the production of better 
castings. 


Consult LANLY for a pro- 
posal on foundry ovens 
before you buy. A check of 
your present equipment may 
disclose a fuel eater, a core 
spoiler or a heat loser 
amongst them. 


Ce 


THE co. 
FOUNDRY OVENS 


780 Prospect Ave. + Cleveland, Ohio 


WRITE FOR THE LATEST CATALOG AND FACTS ON ANY INSTALLATION 
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PRODUCTION 
PATTERN 
EQUIPMENT 


machined all over 
and 
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Write ot phone tor engineered to fit 


turthe: information 
the needs of 
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:++-++--+----your foundry ------------ 


Ake dérson 
(| Fatfern 
Gator 


MUSKEGON 
MICHIGAN 
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Now! More efficient dust control 


with a Newcomb-Detroit Shake-Out Booth 


The Uni-Wash Shake-Out Booth is a 
self-contained dust-collection unit, com- 
plete with intake hood, patented Uni- 
Wash air-cleansing process, and exhaust 
fan . . . built by Newcomb-Detroit, 
dust-control experts for over 25 years! 

Available in five standard sizes— 
5,000, 7,500, 10,000, 12,500, and 15,000 
CFM—they are designed to collect 
dust from shake-out, core knock-out, 
shaker screening, sand transfer, mold 
conveyor, and pouring operations. The 
dust is collected in the form of wet 
sludge and removed by an automatic 
sludge conveyor. 

Delivered to you completely pre- 
assembled, the Uni-Wash Shake-Out 
Booth requires only simple connections 
to water, electricity and discharge duct. 

Call in a DeVilbiss Newcomb- Detroit 
dust-control expert today for full details. 
The DeVilbiss Company, Toledo 1, Ohio. 


Uni-Wash Shake-Out Booth uses a mini- 
mum of floor space, draws in dust and hot 
air blasts, and deposits dust in sludge 


tank. Built-in fan is only moving part in De Vi LBISS 


air-washing process. 


E ; a: 
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and distributing labor is thereby 
eliminated. 

Although maintenance on such a 
unit is no more than on any other 
electrical equipment, it requires a 
good understanding of the electrical 
principles involved.—A. L. Cooper, 
National Iron Div., Canada Iron 
Foundries. 


Cincinnati District: The local 
AFS chapter observed Foundry Edu- 
cational Foundation Night at its 
regular monthly meeting at Hotel 
Alms, Jan. 13. Peter E. Rentschler, 
Hamilton Foundry & Machine Co., 
Hamilton, Ohio, presided. 

Anthony Haswell, Dayton Malle- 
able Iron Co., who was active in the 
formation of the foundation, dis- 
cussed the early history of the FEF. 
What the foundation is and what 
it does was explained by E. J. Walsh, 
its executive director. 

Among the 100 attending the 
meeting were seven FEF scholarship 
holders from the University of Ken- 
tucky and two from the University 
of Cincinnati, plus several faculty 
members from each school. Each 
student was given a junior member- 
ship in the AFS by the chapter and 
also received a copy of the Gray 
Iron Castings Handbook from the 
Hamiiton koundry & Machine Co. 
—James D. Claffey, Non-Ferrous 
Casting Co. 


Metropolitan— the January 
6 meeting of the Metropolitan 
Chapter held in Newark, N. J., the 
members b-oke up into three groups 
for technical discussions. 

Technical chairman of the first 
group, Robert Fisher, Ingersoll- 
Rand, introduced F. E. Van Voris, 
metallurgical representative of Elec- 
tro Metallurgical Co., division of 
Union Carbide Co. Speaking on 





don Kogers 
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Founory 


‘We've found it a very effective way to cut 
down careless injuries."' 


FOUNDRY 














for all industrial uses 


























Swing Frame 











Electrically and mechanically 
correct. All rotating parts and 
spindles are precision-balanced 
dynamically by latest electronic 
equipment. 


Over 60 Years’ Service to Industry 
WRITE FOR CATALOGS 
The 


United States 
Electrical Tool Co. 


3640 LLEWELLYN ST., 
CINCINNATI 23, OHIO 
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“Modern Steel Melting Practice,” 


Mr. Van Voris discussed the ef- 
fects of the carbon monoxide boil 
used to flush out hydrogen and 
nitrogen, slag control, detrimen- 
tal effects of hydrogen and _nitro- 
gen, best practices in the use of 
ladles and ferroalloys, effects of 
nitrogen on grain refinement, pin- 
holing of steel castings, and a num- 
ber of other interesting points. His 
talk was adequately augmented by 
slides. 

John P. O’Neil, Flockhart Found- 
ry, introduced Howard H. Wilder, 
speaker for the second group. 
Mr. Wilder, manager of engineer- 
ing sales, Vanadium Corp. of Amer- 
ica, Chicago, spoke on “Cupoia Op- 
eartion.” His talk covered different 
melt rates, coke and metal ratios, 
physical properties and the effects 
of various alloying elements on me- 
chanical properties of iron. He also 
gave an interesting history of the 
cupola and covered its nomencla- 
ture. 

The third group heard an infor- 
mative talk on “Nonferrous Melt- 
ing” by Norman A. Birch, director 
of research, National Bearing Div., 
American Brake Shoe Co. The 
speaker, introduced by Paul H. 
Ducharme, technical chairman, dis- 
cussed the use and _ operational 
characteristics of nine types of melt- 
ing units commonly used in nonfer- 
rous melting. The points covered in 
this interesting talk were compara- 
tive melting rates, capacities, melt 
losses, fuel maintenance costs, melt- 
ing atmospheres, and types of alloys 
commonly melted in each.—C. H. 
Fetzer, International Nickel Co 


Pittsburgh— A large crowd of 
members of the Pittsburgh Chapter, 
AFS, met at Webster Hall Hotel, 
Jan. 20, for a dinner session. S. C. 
Massari, technical director, AFS, 
discussed “The Gating of Castings.” 
His talk, concerning horizontal gat- 
ing, was accompanied by a motion 
picture showing actual behavior of 
metal when poured into a mold. It 
showed the effect of design changes 
in a gating system. 

Previous to the talk, members ob- 
served the death of Henry Spilker 
on Dec. 20. Mr. Spilker was one of 
the original members of the Pitts- 
burgh Foundrymen’s Association 
and a former president. 

Mr. Massari discussed results of 
a $50,000 study conducted by AFS 
to make a fundamental study of the 
flow of fluid metal through the 
gating system. He pointed out that 


| while defective castings result from 
| several factors, it is necessary for a 














A.. vibrators for bins, chutes and 
hoppers are very efficient. But if your 
air compressor is a little overworked 
these days, it will pay you to inves- 
tigate Cleveland’s complete line of 
electric vibrators. 

















They’re manufactured to the same 
high quality standards that have made 
Cleveland Air Vibrators so popular 
with the foundry industry. 


Write today for a copy of our 
new Electric Vibrator Catalog. 





THE 


CLEVELAND 


VIBRATOR 


COMPANY 


Dept. H3, 2788 Clinton Ave., Cleveland 13, Ohio 
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HERE'S TOPS“ in BOTTOM BOARDS 


Mighty BIG is this Sterling- 
made Bottom Board, and 


mighty well engin 


eered ... 


as all Sterling Core Plates 
and Bottom Boards are... 
to prevent warping or twist- 
ing. All welded steel heavy 
reinforcing angles and bars 


assure maximum 


strength 


and rigidity. This big bottom 


board suggests the 


versatility 


of Sterling foundry equip- 


ment engineers, 


Another 


reason why Sterling is 
“TOPS” in this field. 


STERLING MAKES THEM THE 


Standard Core Plate and Bottom 


YOU NEED 


Board Styles are available in vari- 
ous sizes. Special designs, includ- 
ing round bottom boards, can be 
made to meet your needs. 
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Birmingham, Ala. Columbus, Go. 
Atlanta, Ga. 


Write for Catalog 


erling 
FOUNDRY EQUIPMENT 


STERLING WHEELBARROW COMPANY . MILWAUKEE 14, WIS., U.S.A. 
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CAN TAKE IT 


Violent shocks and terrific vibration of shake-outs do not 
affect the lubricating efficiency of NON-FLUID OIL. 

F-#925 and S-#58-M grades of NON-FLUID OIL have 
superadhesive properties specifically designed for shake- 
out bearings and screens. Because these grades stay in 
roller bearings and protect against friction long after or- 
dinary greases have been “knocked out” or become 
“dead”, leading shake-out manufacturers* recommend 
continued use of NON-FLUID OIL. F-#925 and 
S-#58-M outlasts ordinary greases three to five times. 

Send for free testing sample of F-#925 or S-#58-M grades 
of NON-FLUID OIL and technical literature and see 


for yourself. 


NON-FLUID OIL 


*Names on request. 


NEW YORK & NEW JERSEY 
LUBRICANT COMPANY 


292 Madison Ave., New York 17, N. Y. 
WORKS: NEWARK, N. J. 


Chicago, Ill. Greensboro, N.C. Providence, R 


St. Louis, Mo. 


Charlotte, N. C. 
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good casting to get metal to the 
casting cavity with the least pos- 
sible turbulence. Using high-speed 
photography in his tests, he showed 
where turbulence occurs and how 
it can be eliminated. 

The speaker said that pouring 
directly down the sprue is detrimen- 
tal to the casting. He explained the 
proper design of an improved gat- 
ing system and showed, by means 
of the film, methods for minimizing 
turbulence.—Robert M. Love. 


Philadelphia: A good attend- 
ance of 115 members and guests 
of the AFS chapter at the Jan. 10 
meeting heard two excellent speak- 
ers discuss the use of insulators, 
chills, and exothermic materials. 

Harold Bishop, technical director, 
and Michael Bock II, vice president, 
Exomet Inc., Conneaut, Ohio, ex- 
plained use of these materials to 
improve casting quality and yield in 
both ferrous and nonferrous metals. 

H. C. Winte, Florence Pipe, Flor- 
ence, N. J., presided at the meet- 
ing, with Robert Mason, Treadwell 
Engineering Co., Easton, Pa., serv- 
ing as technical chairman.—E. C. 


Klank, Philadelphia Coke Co. 


Chicago— Four group sessions 
comprised the Feb. 3 meeting of the 
Chicago Chapter, AFS, at the Chi- 
cago Bar Association. Chapter Presi- 
dent W. O. McFatridge, supervisor 
of foundry laboratory, Manufactur- 
ing Research, International Har- 
vester Co., presided at the dinner 
business session attended by about 
200. 

The three immediate past presi- 
dents, R. P. Schauss, Chicago man- 
ager, Werner G. Smith Inc., J. T. 
Moore, vice president, Wells Mfg. 
Co., and R. L. Doelman, sales en- 
gineer, Miller & Co., were an- 
nounced as the nominating commit- 
tee to report on new officers and 
directors at the April meeting. 

Clyde A. Sanders, vice president, 
American Colloid Co., addressed the 
nonferrous and gray iron divisions 
on “Molding Methods Compared.” 
“Controlling Malleable Iron Scrap” 
was the subject discussed by Rich- 
ard W. Heine, associate professor, 
metallurgical department, Univer- 
sity of Wisconsin, Madison, Wis., 
at the malleable division session. 

The steel and maintenance divi- 
sions joined to hear Francis H. 
Hohn, metallurgist, Scullin Steel 
Co., St. Louis, speak on “Vacuum 
Melting.” “Patterns for Shell Mold- 
ing” was the topic for the pattern 
division, with Harry Weaver, di- 
rector of manufacturing, Brillion 
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Iron Works, Brillion, Wis., as the 
speaker. 

The regular meeting on March 3 
will kick off the chapter’s educa- 
tional course on “Four Methods of 
Coremaking.” Speaker will be Elmer 
C. Zirzow, director of foundry serv- 
ice, Werner G. Smith Inc., Cleve- 
land, and chairman of the national 
AFS Sand Division, and his topic 
“Why Four Methods of Coremak- 
ing?” 

Second session of the course, at 
the Peoples Gas Auditorium, on 
March 10, will feature R. H. Green- 
lee, Auto Specialties Mfg. Co., St. 
Joseph, Mich., discussing “Oil Sand 
Cores,” and Frank Soderstrom, 
Continental Foundry & Machine 
Division, Blaw-Knox Co., East Chi- 
cago, Ind., dealing with “Air Set 
Cores.” 

Third and final session, March 
17, also at Peoples Gas Auditorium, 
schedules J. E. Stock, John Deere 
Tractor Works, Waterloo, Iowa, to 
discuss “Shell Cores,” and George 
Nestor, National Malleable & Steel 
Castings Co., Cleveland, lecturing 


on “COs. Cores.” —Erle F. Ross. 


American Welding Society 
Plans Show and Meeting 


At the annual national spring 
meeting of the American Welding 
Society to be held in St. Louis in 
conjunction with the sixth Welding 
Show, four of the 21 sessions will 
be co-sponsored by the metals en- 
gineering division of the American 
Society of Mechanical Engineers. 

The three-day show will be held 
at the Kiel Auditorium, April 15-17, 
while the five-day technical sessions 
will be presented at the Hotel Statler 
there April 14-18. Program and 
hotel information are available from 
American Welding Society, 33 West 
39th St., New York 18. 


AMHS To Sponsor Technical 


Sessions at Handling Show 


The Material Handling Institute 
Inc. has announced that the Ameri- 
can Material Handling Society Inc. 
will sponsor the technical sessions 
to be held in conjunction with 
MHI’s 1959 exposition of material 
handling equipment in Cleveland, 
June 9-12. The educational meet- 
ings also have received co-operative 
endorsement of the Material Han- 
dling Section, American Society of 
Mechanical Engineers, and of the 
Society for Advancement of Man- 
agement. 
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of special interest to foundrymen 


Our Book Department carries a wide variety of books of par- 


ticular interest to foundrymen. 
available. 


Here are some titles presently 
If you are seeking a title not shown here, write us— 


we'll obtain it for you. 


O 


O 


STEEL FOUNDRY PRACTICE 
496 pages, 252 charts of data on all phases of modern steel foundry 
practice by John Howe Hall. $12.00 


PRINCIPLES OF METAL CASTINGS 

Covers every phase of standard foundry processes, what equipment 
is used and best procedures for greater economy in metal casting 
by Richard Heine and Philip Rosenthal. $7.50 


ALLOY CAST IRON HANDBOOK 
Explains how to add alloys to secure greatest possible effect from 
their use. A practical book. $4.50 


THE CUPOLA AND ITS OPERATION 
35 chapters on cupola operation with knowledge contributed by 
more than 50 foundrymen. $9.50 


AMERICAN MALLEABLE IRON HANDBOOK 
Published by the Malleable Founders’ Society as complete source 
of data on malleable iron. $4.50 


FUNDAMENTALS IN PRODUCTION AND DESIGN OF CASTINGS 
By C. T. Marek. Correlates casting design with production economy 
with much data on good castings techniques. $5.25 


NONFERROUS FOUNDRY METALLURGY 
By A. J. Murphy. Well-illustrated text of 497 pages covering all 
phases of nonferrous foundry metallurgy. $12.50 


METALLURGY OF STEEL CASTINGS 
By Charles W. Briggs. A comprehensive work giving detailed data 
on chemistry, metallurgy and technology of steel castings. $11.00 


FOUNDRY CORE PRACTICE 
Over 100 authorities collaborated with the author, Harry Dietert, to 
compile this practical, useful book on coremaking operations. $10.00 


METALLURGY FOR ENGINEERS 

By J. Wulff, H. F. Taylor and A. J. Shaler. Aims to give the reader 
“an adequate understanding of metals so that he may intelligently 
select and use them.” 624 pages, 290 illustrations. $7.25 


BASIC COST PRINCIPLES FOR NONFERROUS FOUNDRIES 
The simplest and most complete method of costing ever prepared 
for nonferrous foundries. $5.00 


FOUNDRY BOOK DEPT., 1213 W. 3rd St., Cleveland 13, Ohio 


Please send me the books checked above for which | enclose $= * 
[|] Check [_] Money Order [_] Company Order. 


NAME _ 
ADDRESS 


CITY AND STATE 


*Add 3% on orders for delivery in Ohio to cover sales tax. 
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The Shakeout 


Installs 1000-curie Gamma Radiography Unit 


A GAMMA RADIOGRAPHY machine with a capacity 
of 1000 curies oi Cobalt 60 has been shipped to Do- 
minion Foundries & Steel Ltd., Hamilton, Ont., by 


Nuclear Systems, a division of Budd Co., Philadelphia. 
The 1060 series Multitron has a 5000-lb, heavily 
shielded, stainless-steel clad, lead-filled head which 
serves as both storage and shipping container. Opera- 
tion is through a remote console with completely fail- 
safe electrical controls. The unit is said to be the larg- 
est ever built commercially. 

Dominion Foundries will use the machine, loaded 
with 700 to 750 curies of Cobalt 60 of approximately 
50 curies per gram specific activity, for inspection of 
steel castings with sections up to 9 in. thick. The 
machine will be mounted on a specially designed 
manipulator which will allow movement in all di- 
rections. It will be installed in a concrete pit equipped 
with automatic monitoring safety devices. 

For More Details Circle No. 479—Page 167 


Pipe Stem Is Aluminum Diecasting 
A NEW PIPE DESIGN developed by Aply-Tec, New 


York, combines a diecast aluminum stem with a briar 
bowl and a rubber mouthpiece. The tricky diecast- 
ings are produced by a member of the American Die 
Casting Institute, New York. 

Diecast stems are cast with twin cooling shafts run- 


ning the length of the smoke channel to cool and 
smooth the smoke. Cast into the stem is a device to 
permit regulation of the draft of the bowl and, thereby. 
the amount of smoke per puff. 

As received from the diecaster, the cast stems re- 
quire only vacuum-deposited coatings of aluminum, 
gold, silver, or metallic pastels to prepare them for 
assembly with bowls and mouthpieces. 

For More Details Circle No. 480—Page 167 


Tests Car Castings in Operation 


THE PORTABLE dynamic testing equipment shown 
here is mounted in an engineering test car at Central 
Foundry Div., General Motors Corp., to test castings 


installed in the vehicle. Instruments show the per- 
formance of the test castings and are studied by a 
stress analyst of the division. 


More Aluminum in 1958 Automobiles 


USE OF ALUMI- 
NUM in 1958 
American _passen- 
ger cars has climbed 
to an average of 
52.4 Ib per car, a 
record 29 per cent 
above the figure 
for 1957 models, 
according to the 
1958 annual sur- 
vey by Aluminum 
Co. of America. 

Automatic trans- 
mission assemblies 
continue to consti- 
tute the largest 
single tonnage application. This component now uses 
19.75 lb per average 1958 car. Engine parts account 
for 16.78 lb, and the remainder is in power brakes and 
steering and miscellaneous applictions. 

A newcomer to the list of big users of aluminum is 
the Buick Roadmaster, which utilizes 117 lb of the light 
metal. The illustration reproduced here shows the 74 
parts which make up this total. 
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Blaw-Knox 

“Shark-Tooth” Foundry Buckets 
handle coke with 
minimum degradation ! 


Here is the bucket chosen by experienced Foundrymen. 
Designed and built to the specific requirements of 
Foundry operation, Blaw-Knox “shark-tooth” Buckets 
literally finger their way through coke, handle it with 
minimum degradation. 

With quickly-attached liner plates, this versatile per- 
former handles sand or other granular material without 
leakage. It’s quick hook-on feature means that your 
crane is easily available for other Foundry Services. 

An experienced Bucket engineer will be glad to study 
your operation, help you select the proper size, type and 
weight of Bucket for your operating conditions. 


BLAW-KNOX COMPANY 


WRITE TODAY! You can get valuable engineer- x Blaw-Knox Equipment Division 


ing information on how to get improved Foundry 
operation with the help of Blaw-Knox Foundry Pittsburgh 38, Pennsylvania 


Buckets. Ask for a free copy of Bulletin 2265. 


Circle 712 on Page 51 





rn) (Ol 


LIQUID DRY 
BINDER BINDER 


For 
CORE WORK, SAND FACINGS, SPRAYS 


Write for pamphlets giving detailed information. Both ma- 
terials carried in stock by America’s foremost foundry jobbers 




















Robeson Process Company American Gum Products Co. 
(Established 1905) (Established 1915) 


GENERAL OFFICES AND PLANT: ERIE. PA. 
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HARD CHROMED + PORTABLE PNEUMATIC TOOLS 
DO MORE WORK AT LESS COST 
because they deliver more power per cubic foot of 

| air consumed, are light in weight for easier maneuver- 
ability and they retain their new tool power longer. 
ARE PREFERRED BY OPERATORS 


IRON MELTING because they are lighterin weight, better balanced and 
designed to reduce shock and be free from vibration. 
STROMAN 

De ey IF YOUR PROBLEM INCLUDES 
am . i Ye aie chipping, ramming, grinding, buffing, sanding or 
oa a wire brushing, write us today for full particulars. 

\& This open flame, barrel 
Sn "YPC furnace with burn- =| TNS fa ea M sem aeley COMPANY, INC. 


j | ers firing tangent to the 
if! ORWELL, OHIO © U.S.A 
] 


inside of the lining is | 
designed to produce an s_§5-s HUES Sl Se 8 ol eo CD ol OR 


ideal combustion ar- 

rangement for very tast melting of iron. It is ap- Circle 715 on Page 51 
plicable to jobbing gray iron foundries for its speedy SORT SAT ee ee ee eee 
melting cuts labor and fuel costs. It is easily charged. 

Capacities up to 20,000 Ibs. iron. 


BRASS MELTING 


Before we 
STROMAN 


TYPE “JC” i ; built this bin 
CRADLE TYPE Tah 
TILTING opens | - we had to 
FURNACES | aca. 
know . + 


: 


For melting COP- 

2 PER BASE AL- 

LOYS of low zinc content (not exceeding 7% zinc) 

these furnaces are the most economical available. 

Their rapid melting time, from 15 minutes up depend- 

ing on the size of furnace assures lowest fuel con- 

sumption and as always in a Stroman Furnace 

maintenance is at a minimum. Operators are not 
exposed to excessive heat making excellent working 3. The method of discharge. 

conditions. They are recommended for production Over @ long period of years, we here at Neff ond Fry 

work. Capacities range from 400 pounds up to 20,000 have learned that a strong bin is only part of the stor- 

pounds per heat. apt. giniieds 

While we do not sell machinery, nor are we affiliated 

with any machinery manufacturers, we can be of great 

ees eahee oll yen of Ree help to you in suggesting loading and unloading systems. 


melting of brass, bronze, aluminum, we 
magnesium and all other non-ferrous metals. 7 PS OF pee ae Pi rae 
Write for new bulletin 4150 describing Stromans On your next storag ' y stag 
complete line including metal handling and of planning. You will have a better bin. 
conveyor equipment. 


1. The characteristics of the material. 
2. The method of loading. 


It's the STAVE NEFF & FRY COMPANY 
that makes 214 Elm St., Camden, Ohio 


the difference! 
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FOR STRONG, LIGHT CASTINGS 





offer 





FRONTIER 40-E 


the Original High Strength 


Aluminum were 


mamma's Mink 





Mammo’s Mink, a 3-point hydroplane 
design,traveling at 120 m.p.h. 


Frontier 40-E Aluminum Alloy Pistons 
in Marine Racing Engine 
stand up at terrific speed of 7000 r.p.m. 


@ Frontier 40-E Aluminum Alloy pistons, because of greater 
elon nd he factor and high tensile strength, were able to with- 
ome the shock of this punishing service where other alloys 


Castings made of Frontiet 40-E actually grow stronger while 
in use. Tests made over a period of eight years show yield 
strength and tensile strength continue to increase. Other 
benefits are: shock resistance, corrosion resistance, pressure 
tightness, excellent machinability. 


Frontier 40-E Aluminum Alloy is not a new, unproven metal, 
It is backed by more than 25 years of formulating ‘ ‘know-how”. 
When you recommend castings of 40-E, you are building 
customer satisfaction. 


FRONTIER BRONZE CORP. 


4878 Packard Road, Niagara Falls, New York 


Exclusive Foreign Producers of 40-E 
Duralum Castings Ltd., Darlington, England 
Paul Bergsoe & Son, Glostrup, Denmark L‘Aluminum Francais, Paris, France 
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America. of course 


Added strength and rigidity of these flasks by 
American lies in the inside corrugation. American 
INSIDE STRENGTH of the 14” walls actually 
assures more rigidity than other type reinforce- 
ments, more resistance to squeeze of air pres- 
sure. Inside corrugation of the walls assist in 
holding sand—makes for easier shake out, and 
means that the flasks will maintain their shape 
and pincenters — give better, longer service. 


% Sturdy, durable streamlined design 
& Low Maintenance Cost % Easier to Handle 


The number of inside corrugations is determined 
by depth of sections. For extreme pressure, sec- 
tions may also be furnished with American's 
special channel welded reinforcement. 


AFFCO superior flasks are the result of over 25 
years research and best possible workmanship. 
Write for our new, complete Flask Catalog, and 
visit our booth #813 at the Foundry Show and 
Convention in Cleveland in May. 


Our facilities assure you of prompt fabrication and 
quick shipment of your orders. 


ff 


: AMERICAN | 
FOUNDRY 
COMPANY 
2745 SOUTHWEST BLYD., 
KANSAS CITY &, MO. 


3S Rea 


Division of Cromb & Gagel, Inc: 
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JOB Bae EFRED 
by 
Tik-f eee: op 


All ladles look pretty much alike . . . but your crews 
can see and feel the Job Engineered advantages of 
Industrial ladles as soon as they start to pour. 


Industrial Job Engineered ladles handle smoothly and 
easily through the entire pouring routine—tipping, mak- 
ing the pour, straightening and moving on to the next 
mold. Industrial’s special gearing assures precise ladle 
control at all times . . . and eliminates binding as a re- 
sult of heat distortion of ladle bowl. One man can 
easily handle the entire pouring operation. That's why 
Industrial ladles pay off in lower costs, more efficient 
operation every time your crews pour a casting. 


The ladle shown is for smaller pouring ‘jobs. It is 
equipped with Bantam Gearing, and offers all the Job 
Engineered features of Industrial’s larger ladles—de- 
pendability, ease of operation, accuracy, no binding, 
one man handling. Send your pouring problems to 
Industrial Equipment Company—manufacturer of a 
complete line of standard and custom pouring and 
handling equipment—Bowls . . . Shanks .. . Bails. . . 
Tongs. Write today for latest catalog. 


Tik-n etek ae 


EQUIPMENT COMPANY 
115 OHIO ST., MINSTER, OHIO 
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NOW a SELF-ALIGNING 
Contact Wheel 


NEW R-57 
Eliminates 
VIBRATION 


RUNS 
SMOOTHER 


Automatically aligns. New R-57. Rubber Arbor 
Hole Hub draws up tightly on spindle even when 
worn spindles are used . . . Eliminates Vibration 
... Low Operating Noise .. . Maximum efficiency 
of wheel, belt and machine. 


ADDED R-57 FEATURES: 


Lightweight, maximum safety. Available in plain or 
serrated faces in all durometers, for every grinding 
and finishing operation. 

Write today for complete information and prices. 


651 Market Street Waukegan, Ilinols 
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USES SMALL VOLUME 
OF AIR AT LOW 
PRESSURE 


KEEPS BULK MATERIALS MOVING 


B/N-FLO units in bins, chutes, hoppers, etc., restore flow char- 
acteristics to dry, finely ground materials which tend to pack 
or bridge in storage. Types for all materials and conditions. 
No moving parts; simple installation; negligible operating 
cost; no maintenance cost. 

BIN-DICATOR the original diaphragm-type bin level indicator. 
In successful use for over 20 years. ROTO-BIN-DICATOR new, 
motor- driven paddle type; excellent on bins under pressure 
or vacuum, and for general application. Also explosion- 
proof units, U.L. listed. 


T é 7 3 I i ie D j CATO R Cc 0. Write for paper literature 


13946-U2 Kercheval ¢ Detroit 15, Mich. VAlley 2-6952 


WE SELL DIRECT * PHONE ORDERS COLLECT 
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Turn large patterns faster, 
more accurately with this 


new OLIVER LATHE 


The Oliver No. 20 Woodturning Lathe is one of a complete 
line for pattern shops. It embodies the latest engineering de- 
velopments and is available in four sizes to swing 16”, 20”, 
24” and 30” over bed. Standard beds are 8’ and 10’ long— 
longer beds furnished as an extra. The regular machines have 
8 spindle speeds—16 speeds available on special order. Oliver 
Lathes are used in leading pattern shops. Write for Bulletin 
No. 20. 


Oliver makes a full line 
of lathes and woodworking machinery 


Pata 
for pattern shops 


f 


“amen 0 


OLIVER MACHINERY COMPANY 
Grand Rapids 2, Michigan 
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Stops leakage 


LEEK-PRUF-CHAPLETS 


Castings of uniform density are 
assured with “Buffalo” Leek-Pruf 
Chaplets. Exclusive fin design of both 
Double and Single head types 
prevents leakage and assures positive 
fusion with molten metal. There is no 
recess in the stem to weaken the 
structure. Thoroughly coated to insure 
instant fusion. “Buffalo” Chaplets burn 
in more easily without chilling. 

A wide variety of other types is 
also available to»meet. your specific 
molding needs exactly. For complete 
information, request Catalog No. 20. 


Trial samples of any chaplets 
furnished without charge. 


Manufactured by 
Combined SUPPLY & EQUIPMENT CO., INC. 


211 CHANDLER ST., BUFFALO 7, N. Y. 
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COLUMBIA-SOUTHERN 
SODA BRIQUETTES? for 


faster, better desulphurizing 


The size and shape of Columbia-Southern Soda Briquettes 
have been scientifically designed to do a faster, better desul- 
phurizing job in Blast Furnace and Foundry operations. 

The walnut form exposes maximum surface area and it is 
a known fact that such maximum contact is a highly im- 
portant factor in determining the percentage of sulphur 
reduction. 

Aside from speedy and efficient desulphurization, Colum- 
bia-Southern Soda Briquettes accelerate production, increase 
fluidity, quicken the release of gases and impurities, allow 
for automatic slag skimming, and improve the refining value 
of the iron. 

Order your supply today by name “Columbia-Southern 
Soda Briquettes.” Packed in 100 lb. paper bags; easy to 
handle and store. 


Fa Ge \ 
ya \ COLUMBIA-SOUTHERN 
r \ 
‘ad | CHEMICAL CORPORATION 
\ ] SUBSIDIARY OF PITTSBURGH PLATE GLASS COMPANY 
\SMuST’/ ONE GATEWAY CENTER PITTSBURGH 22 PENNSYLVANIA 
DISTRICT OFFICES: Boston ® Charlotte © Chicago ® Cincinnati ® Cleveland 
Dallas ® Houston ® Minneapolis © New Orleans ® New York ® St. Louis 
Philadelphia © Pittsburgh ® San Francisco 
IN CANADA: Standard Chemical Limited and its Commercial 
Chemicals Division 
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Give Branford vibrators longer life 


Strength and durability are built in... preserved... 
through specific steel alloys that give each part of 
each Branford Vibrator the properties it needs for a 
long serviceable life. 

Branford Pistons are built from hard, chrome-coated 
steel, especially wear resistant to maintain efficient 
precision over long periods of use. 

Springs made from high tensile, flexible steel flex 
themselves millions of times without fracture ... with- 
out fatigue. 


Branford body steel is rugged, tough, ready to take 


THE BRANFORD COMPANY 





the torture and stress of vibration without breaks, 
cracks, and without frictional wear. 

When you specify “Branford Vibrators” you receive 
unmatched performance, longer service, less down 
time. 

Write for your Branford- catalog and the name of 
your local Branford distributor. 


* Branford Vibrators are built in every size— 
and in every size they are built from steel 
throughout (including the bodies). 


a 





130 CHESTNUT STREET — NEW HAVEN, CONNECTICUT 
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send for this valuable quick-reference 


17” x 22” standard alloy wall chart FREE 


This see-at-a-glance wall chart will save you hours of time 


in making up your specs. 


Chart shows all types of customer 
specifications: Navy, S.A.E., A.S.T.M., and Federal. 


It shows chemical 


composition, by percentages, of 37 alloys. Write today for your copy to: 


HENNING BROS. & SMITH, 


INC. 


‘Dependable Service Since 1922'' 
91-125 Scott Ave. at Randolph St., Brooklyn, N. Y. 


HYacinth 7-3470-1-2-3 


yours for the asking! 


ZINC BASE ALLOYS «+ BRASS, BRONZE & ALUMINUM INGOTS «+ LEAD & TIN BASE ALLOYS * CADMIUM & ZINC ANODES 
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Some of the Many Foundries 
utilizing Euclid Cranes . . . | 





Crucible Steel Casting Co. 
Burnside Steel Casting Co. 
Allyne-Ryan Foundry Co. 
Sterling Foundry 

National Malleable Stee! Casting 
Columbiana Foundry 

M. B. M. Foundry, Inc. 

Kasper Foundry 

Duplex Foundry 

Larson Foundry 

Alcoa Foundry 

Interlake Iron Corp. 

Texas Electric Steel Casting Co. 


THE EUCLID CRANE & HOIST CO. 


1360 CHARDON ROAD «CLEVELAND 17, OHIO 


232 


FAVORITES 


FOUNDRIES 


TEXAS ELECTRIC STEEL 


- CASTING COMPANY 


EUCLID thinks, designs and builds foundry 
cranes with dust proof mechanisms that withstand abra- 


sive, corrosive conditions. 


Push-button, rope pendant floor control and overhead 


cab operation incorporate the latest design improvements 


for precise load control at all times. 


up to 10 tons. 


EUCLID SERIES H HOISTS are available in capacities 


Write for Latest Literature 
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CENTRIFUGALLY CAST 


AUTOMOBILE 
CYLINDER 
LINERS 

DIESEL 


ENGINE 
LINERS 


BRONZE 
BUSHINGS 


on the new 
WATER. COOLED 


Model M-WC 
(iMustrated) 


Utilizes low cost permanent molds of avaliable steel tubing 
to produce gray machinable cast iron or bronze bushings. 
Water cooled molds can be maintained at either high or low t 


emperature | - 
easily. High or limited production in very small space with unskilled 
labor. Sa safe for workmen. Simple, sturdy equipment. Quick 
changeover from one mold to another. Practically 100% metal yield of | 
high quality, denser castings. Metal porosity eliminated. 
Write for New Bulletin #257 Illustrating Model M-WC 
RESEARCH FACILITIES b 
We have ilable an Experi fal Foundry equipped for ferrous and 
non-ferrous melting for both vertical and horizontal centrifugal casting 
producti Our facilities are jlable to foundries for research or tric! | 
centrifugal castings at low cost. 


Centrifugal Casting Machine Co. 








The punishing impact of cleaning and 
P. O. Box 947 Tulsa 1, Oklo. peening operations calls for a metallic abra- 
sive that can stand up and be counted. 


The Blastrite line does that and more, 
simply because it’s produced to consistently 
rigid specifications. 


ae , 4 oom We have a small plant but we have large 

SN XX Ni¢ ly, ideas about quality. You get guaranteed 

\N\ eR quality when you get Blastrite shot and grit. 
WS W\ | 


Write for our catalog or outline your 
metallic abrasive requirements to our nearest 
representative. 
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Packaged the way you want it. 


re—BUY BLASTRITE!-——~ 


Steel - Pearlitic Malleable 
"A" iron e "3" 
Chilled Iron « Drawn Steel 











No. 9-A Self-Dumping 
Swivel Wheel Bucket 


PENN BUCKETS... 


Careful balancing makes Penn Buckets self-dumping 
when loaded and self-righting when empty. Welded 
construction prevents “clinging”, makes them empty 
easily and completely. The swivel wheel increases 
handling efficiency, too. 


WRITE TODAY FOR NEW BULLETIN AND DIMENSION SHEET 


888 CAROLINA STREET 


PENN IRON WORKS INC. | SPRINGVILLE 1, NEW YORK 


READING, PENNA. 
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xi 


of faithful service to the 
Foundrymen of 


the Southeast 


Yes, for 23 years 

HILL & GRIFFITH of 
BIRMINGHAM have been 
supplying these Foundrymen 


with DURA-STIX — 


the standard of the industry 


The Super Quality 


WZ 
KEYSTONE REFRACTORIES CO. 


INCORPORATED 
120 LIBERTY STREET * NEW 


Refractory Cement! 


YORK 6, WN. Y. 
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HIGH SILICA QUARTZITE PEBBLES 
xx*r 
R. W. SIDLEY, INC. 


nnn THOMPSON, OHIO TEL. 2701 smimimiiliunanumnnm 
Circle 732 on Page 51 





THE METALLURGY OF STEEL CASTINGS 


By Charles W. Briggs 
625 pages, 334 illus. 
A comprehensive work giving 
metallurgy and technology of 
information on methods 
production of 
process 


Price $11.00 Postpaid 


letailed data on the chemistry, 
steel castings. Provides complete 
of technical and industrial control in 
steel castings and describes every manufacturing 
used 


FOUNDRY 


Book Department 


1213 W. 3rd St Cleveland 13, Ohio 


EMPIRE 


"THAT GOOD” 
FOUNDRY COKE 


DEBARDELEBEN COAL CORPORATION 


2201 First Ave., North @ Birmingham 3, Ala. 


Phone: Alpine 1-9135 
*Reg. U.8. Pat. Off. 














LN 


Machineability? 
Chemical inertness? 
High thermal conductivity? 


High temperature stability? 








Resistance to thermal shock? 


. then consider GRAPHITE — 
it has many unique qualities. 


We are specialists in graphite 
specialties. Our technicians 
will be glad to work with yours. 


ELECTRODE - DIVISION 
GREAT LAKES CARBON CORPORATION 


18 EAST 48TH STREET, NEW YORK 17, N.Y. 
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WHAT DO YOU NEED 
IN A COST METHOD 


The simplest and most complete method of costing 


ever prepared for nonferrous foundries is found in 





BASIC COST PRINCIPLES FOR 
NON-FERROUS FOUNDRIES 


(Non-Ferrous Founders’ Society Publication) 


Up-to-the-minute guide for costing in 
both small and large foundries. Pre- 
pared by practical foundrymen, based 
on 10 years of research and exper- 
lence of the industry under Govern- 


OOD DOD Vevey eves UU eed | 


ment Pricing Regulations. 
Price $5.00 Postpaid 


THE PENTON PUBLISHING COMPANY 
Book Department 
1213 West 3rd St. Cleveland 13, Ohie 
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PQ 
SODIUM 
SILICATE 
SERVICE 


PRODUCTS 
Over 40 silicates (liquids, solids, hydrated and anhydrous 
powders). You get the right one for your particular process. 
USES 
Sealants for porous castings, binders for cements, deter- 
gents for metal cleaning, coagulant aid for water treatment. 
SERVICE 
From nine plants, Anderson, Ind.; Baltimore, Md.; Buffalo, 
N.Y.; Chester, Pa.; Jeffersonville, Ind.; Kansas City, Kansas; 
Rahway, N.J.; St. Louis, Mo.; Utica, lll. Distributors in over 


65 cities. 
CONSULT WITH US ABOUT YOUR SILICATE NEEDS. 


PHILADELPHIA QUARTZ COMPANY 
1062 Public Ledger Building, Philadelphia 6, Pa. 


PQ SOLUBLE SILIGATES 
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CHARCOAL 
-HARDWOOD LUMP-- 


also 


WILLOW 


ON SPECIAL ORDERS 
McDONALD CHARCOAL CO. 


UU c= 


DWIGHT BLDG. KANSAS CITY 5, MO. 
One of the oldest producers in the Midwest 


=m 
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Bt i= HAND FILING 
with the 


Rotary Disc 
Filing Machine 
Suitable for Steels 


Non-Ferrous Metals 
Wood and Plastics 


“See us at the Tool Show-Booth 2961" 


Jersey Manufacturing Company 
401-F Livingston St., Elizabeth 1, 





Hi. Stirs 
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Isn't it time you investigated 
the alkali fluoborates ? 


LOOK AT THE 
ADVANTAGES 


of B.A 


Alkali Fluoborates 


for aluminum, 
magnesium casting 


Easy handling . . . positive results: B&A alkali fluo- 
borates are easy-to-handle salts which give the foun- 
dryman a wide range of benefits when casting mag- 
nesium .. . when melting, heat treating or refining 
aluminum. 


You get castings with increased tensile strength, greater 
elongation, better machinability! Used as a purifying 
flux in aluminum melting, B&A Potassium Fluoborate 
improves the mechanical and physical properties of 
the casting. You add only one to four ounces per 
hundred pounds of metal! 


Simplifies and improves magnesium casting! B&A al- 
kali fluoborates are excellent oxidation inhibitors. 
Used with both green sand and core sand, they assure 
fewer rejects ... easier core making . . . and the result- 
ing cores are faster to collapse, easier to shake out. 


Write or call your nearest B&A office today for complete in- 
formation on the use of ammonium fluoborate, potassium fluo- 
borate, and sodium fluoborate in the light metals industry. 


BAKER « ADAMSON® 
Fine Chemicals 


GENERAL CHEMICAL DIVISION 
ALLIED CHEMICAL & DYE CORPORATION 
40 Rector Street, New York 6, N. Y. 


Offices: Albany «+ Atlanta 
Boston «+ Bridgeport - Buffalo 
Cleveland + Denver - Detroit . 
Kalamazoo + Los Angeles + Milwaukee 
New York + Philadelphia - Pittsburgh .- 
Providence + St. Louis +. San Francisco 
Kennewick, Vancouver and Yakima (Wash.) 


« Baltimore - Birmingham 
« Charlotte + Chicago 
Houston - Jacksonville 

+ Minneapolis 
Portland (Ore.) 
+ Seattle 


in Canada: The Nichols Chemical Company, Limited 
Montreal . Toronto - Vancouver 
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Help Wanted 


WANT TO MOLD A BIGGER FUTURE? 


requires man 
foundry 
Col- 


known manufacturer 
to work into key position in captive 
operation. Age approximately 25 to 40 
lege background or equivalent preferred. Must 
have at least four years of practical ex- 
perience in heavy gray-iron foundry work, 
including pit molding. 


Nationally 


effect 
expan- 


and 
plan 


recommend 
well as 
foreman. 


for ability to 
improvements, as 
and assist 


Job calls 
foundry 
sion program 


We are the only Meehanite foundry in South- 
Central Pennsylvania and are equipped to mold 
castings up to twelve tons. Daily capacity 
29 tons Meehanite metal Present floor space 
27,500 square feet. 


offering rewards 
with ability to! 
in addition to 
profit-sharing 
also med- 
partici- 
educa- 


position 
keeping 


This is an attractive 
and compensation in 
produce. Immediate benefits 
liberal salary include: Generous 
plan, company-paid hospitalization 
ical and life insurance Company 
pates up to 80% of self-improvement 
tion program. 


also 


Pennsylvania 
housing and 

full story 
your first 


Located in beautiful southeastern 
with five schools and excellent 
living conditions. Let’s have your 
including salary requirements in 
letter to: 


BOX 885, FOUNDRY 


PENTON BLDG. CLEVELAND 13, OHIO 


STEEL CASTINGS SALES ENGINEER 


and develop cus- 
established 
Ability to 


make 


Needed to handle 
for 


steel 


well mid- 


foundry 


tomers 
western 
writing and 


express self in 


representation essential. Reply 
full 


been 


good 
in writing giving 

Our personnel have 
of this 


particulars 
informed 


ad 


BOX 906, FOUNDRY 


PENTON BLDG. CLEVELAND 13, OHIO 


MARKETING MANAGER 
CUSTOM STEEL CASTINGS 
to 


expanding market- 


Plan and direct 
for Eastern steel 


ing program 
foundry. 

Applicant should 
record of foundry, 
agerial experience. 
Salary open. Commission, 
and pension plan 
Replies should be 
complete resume. 


BOX 899, FOUNDRY 
PENTON BLDG. CLEVELAND 


successful 
and man- 


have 
sales 


expenses 


accompanied by 


13, OHIO 


STEEL FOUNDRY ENGINEER 
gating 
work, 


trained in heading and 
Primarily 
commensurate 
Address: | 


Experienced or 
quality steel 
Pittsburgh Salary 
ability. Submit confidential 
Box 890, FOUNDRY, 
13, Ohio 


castings. valve 


area. with 
resume. 
Bldg., 


Penton Cleveland 
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Help Wanted 


FOUNDRY MANAGER 


Wanted to start as assistant manager to assume 

complete operating responsibility of a brass- 

bronze foundry. Complete operations include 

coremaking, molding, rocking furnaces and iron 

cupola, forge shop and grinding room. Modern 

equipment and fixtures. 

Only persons with sound related 

experience will be considered. Company 

sound operating record in the valve field 

is located in Northeast Ohio. 

All employee benefits available. Foundry is in a 

clean and growing industrial community. 

Write in detail and include salary requirements. 
BOX 912, FOUNDRY 

PENTON BLDG. CLEVELAND 13, OHIO 


management 
has 
and 


FOUNDRY METALLURGISTS 
Opportunity is knocking for a gray iron foundry 
metallurgist under 40 who: 

1. Would like complete charge of metallurgy, 
sand control, and foundry engineering with 
a medium sized gray iron jobbing 
beautifully situated in New England. 
Wants to grow with two 
developing a well established 
an outstanding foundry. 
This is a rare opportunity for 
man to fit into a situation that 
stimulating and rewarding. 


BOX 882, FOUNDRY 
PENTON BLDG, 


business into 
a well trained 
is challenging, 


INSPECTOR 

Steel Foundry producing a 
range of carbon and alloy steels. Should 
experience with all types of castings, 
pressure castings. Must be experienced in han- 
dling men. Address: Box 901, FOUNDRY, 
Penton Bldg., Cleveland 13, Ohio. 


CHIEF 
wide 


For Eastern 
have 


Positions Wanted 


METALLURGIST 
METALLURGICAL SUPERINTENDENT 
EXPERIENCED IN ALLOYED, GRAY, MAL- 
LEABLE, PEARLITIC MALLEABLE, AND 
DUCTILE IRON. GOOD TECHNICAL 
EDGE AND PRACTICAL EXPERIENCE OF 
ALL PHASES OF FOUNDRY OPERATION 
AND SUPERVISION. POSITIVELY QUALITY 
AND COST CONSCIOUS. ADDRESS: Box 
903, FOUNDRY, Penton Blidg., Cleveland 13, 

Ohio. 


CHIEF 


FOUNDRY MANAGEMENT 
Experienced production supervisor in automotive 
foundry including pouring and finishing opera- 
tions. Chief inspector in ferrous and nonferrous 
foundry. Three years’ experience in shell mold- 
ing. Graduate industrial engineer. Address: Box 
869, FOUNDRY, Penton Bldg., Cleveland 13, 
Ohio. 


FOUNDRY MANAGER FOR 
MECHANIZED GRAY IRON PRODUCTION 
Want position with full responsibilities for prof- 
itable operation. Complete charge of all de- 
partments including SALES, QUALITY, PRO- 
DUCTION, SERVICE and COST ACCOUNTING. 
Full experience in all phases of Foundry Man- 
agement and Operations. Address: Box 894, 
FOUNDRY, Penton Bldg., Cleveland 13, Ohio. 


METALLURGICAL ENGINEER 
Considerable major experience 
in the manufacture of cast iron boilers, man- 
ganese steel, and steel rolls. Exceptional refer- 
ences. Address: Box 898, FOUNDRY, Penton 
Bldg., Cleveland 13, Ohio. 


College graduate. 


MANAGER—SUPERINTENDENT 
Well-known ferrous—nonferrous foundryman and 
consulting authority on foundry practice desires 
a good permanent association with a progressive 
firm. Address: Box 911, FOUNDRY, Penton 
Bldg., Cleveland 13, Ohio. 


foundry 
| 


young men in 


CLEVELAND 13, OHIO | 


including } 


KNOWL- | 


Positions Wanted 


SALES ENGINEER 

Foundryman with broad experience in automotive 
and agricultural castings, with technical, op- 
erating, sales engineering and management 
background, wants sales engineering position, 
foundry or allied foundry products. Prefer 
Michigan area, but will consider other. Salary 
open. Address: Box 849, FOUNDRY, Penton 
Bidg., Cleveland 13, Ohio. 


SUPERINTENDENT 

Metallurgical background, cost and quality 
minded, well versed in all phases of gray iron 
production foundry operations, including cupola, 
sand and newest developments, presently with 
farm equipment manufacturers. Desire a per- 
manent association with a modern organization. 
Address: Box 874, FOUNDRY, Penton Bldg., 
Cleveland 13, Ohio. 


PERMANENT MOLD FOUNDRYMAN 
metallurgist experienced in design, 
operation. Over 20 years in nonfer- 
including sand, shell and die 
Box 900, FOUNDRY, Penton 
13, Ohio. 


Graduate 
estimating, 
rous castings, 
casting. Address: 
Bldg., Cleveland 


SUPERINTENDENT OR MANAGER 
Progressive foundryman familiar with every 
phase of practical experience on all classes of 
work. Now employed. Would like to make 
change. Address: Box 868, FOUNDRY, Penton 
Bldg., Cleveland 13, Ohio. 


FOUNDRY MANAGER OR SUPERINTENDENT 
Age 45, practical experience, ferrous, nonferrous 
metals. Now producing large castings with lat- 
est and most efficient methods, including CO,. 
Excellent administrative ability. Good labor rela- 
tions. Address: Box 862, FOUNDRY, Penton 
Bldg., Cleveland 13, Ohio. 


SUPERINTENDENT 
Practical and technical, 30 years’ experience job- 
bing and production. Familiar with every phase 
of the foundry. Now employed. Address: Box 
879, FOUNDRY, Penton Bidg., Cleveland 13, 
Ohio. 


SUPERINTENDENT OR MANAGER 
Young Metallurgical Engineer well experienced 
in supervision and all gray iron operations. In- 
terested in responsible position with opportunity. 
Address: Box 861, FOUNDRY, Penton Bldg., 
Cleveland 13, Ohio. 


MANAGER 
Experienced in foundry operations for 35 years. 
Proven ability for cost savings. M.S. degree in 
Metallurgy. Exceptional references. Address: 
Box 877, FOUNDRY, Penton Bldg., Cleveland 
13, Ohio. 


PATTERN ENGINEER OR SUPERVISOR 
Fifteen years’ experience in steel foundry and 
pattern jobbing shops. Familiar with all core- 
room and foundry practices, shell molding. Super- 
visory experience. Presently employed. Address: 
Box 902, FOUNDRY, Penton Bldg., Cleveland 
13, Ohio. 


CLEANING ROOM FOREMAN 
Twenty-five years’ experience in all phases of 
cleaning room work, cast iron or steel, use of 
powder wash, torches also arc-air. Address: Box 
880, FOUNDRY, Penton Bldg., Cleveland 13, 
Ohio. 


METALLURGICAL CONSULTANT 
Available for Melt Shop Problems in technical 
and customer service. Broad industrial experience 
in all processes for carbon, low and high alloy 
iron, and steel making. Address: Box 913, 
FOUNDRY, Penton Blidg., Cleveland 13, Ohio. 


MELTER 
Electric furnace acid and basic practice, carbon 
and alloy steels, capable of taking complete 
charge. Address: Box 905, FOUNDRY, Penton 
Bldg., Cleveland 13, Ohio. 


PERMANENT MOLD DESIGNER 
Wish part time work, design, layout, detail esti- 
mating. Address: Box 840, FOUNDRY, Penton 
Bldg., Cleveland 13, Ohio. 


FOUNDRY 
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FOUNDRY PERSONNEL SPECIALISTS 


National Placement 
AND PLANT 
DEPARTMENT 
ACCOUNTANTS, 


GENERAL 

FOREMEN—ALL 

CONTROLLERS, 
PERSONNEL 


and 
MANAGERS, 


DIRECTORS, 


Procurement of 

PLANT SUPERINTENDENTS, 
METAL L U RGISTS, ENGINEERS, 
M ANAGERS, 


PUI ri HASING 


Confidential Inquiries Invited 


From Employers 


and Qualified Applicants 


For Fast Competent Assistance Contact 


DRAKE PERSONNEL, INC. 
JOHN COPE, DIRECTOR 


SALARIED PERSONNEL 


$5000-$30,000. This reliable service established 
1927, conducts confidential negotiations for high 
grade seek a change of connection 
assuring if employed full pro- 
present position. Send name and ad- 
details. Personal consultation 
JIRA THAYER JENNINGS, 
VERMONT. 


men who 


under conditions 
tection to 
only for 
Address: 
674, MANCHESTER 


dress 
invited. 
P.O. BOX 


Positions Wanted 


SUPERINTEN DENT-MANAGER 
technical and 
in high production ferrous 
Graduate. Age 36. Prac- 
quality problems, 


Eighteen years’ diversified man- 
agement experience 
foundries. Engineering 
tical experience in supervision, 
rigging and pattern design, inspection, manage- 
ment and engineering. Desire to relocate, foreign 
or domestic. Employed. Address: Box 897, 
FOUNDRY, Penton Bldg., Cleveland 13, Ohio. 


SUPERINTENDENT 
supervision in- 
job shop, em- 
wood and metal patternmakers 
superintendent of one of the 
Louis. Came in contact 
with cast iron, steel, aluminum, bronze, mag- 
nesium foundries in wide area and was able to 
solicit, quote and supervise the construction at 
a profit. Address: Box 888, FOUNDRY, Penton 
Bldg., Cleveland 13, Ohio. 


SHOP 


pattern 
operating own 


PATTERN 
With 32 years of 
cluding 20 years 
ploying 8 to 12 
and 10 as pattern 
largest job shops in St. 


shop 


INDUSTRIAL ENGINEER 
Thirty-three year old graduate of General Motors 
Institute cooperative engineering program with 
13. years’ experience in metal casting field, 
including automotive gray iron, university in- 
structing, technical writing, and pit molding 
job shop, will consider any position related 
to the foundry industry that offers opportunity 
as well as challenge. For resume Address: 
Box 886, FOUNDRY, Penton Bldg., Cleveland 
13, Ohio. 


INVESTMENT CASTING 

Graduate Engineer, age 31. Eight years’ diversi- 
fied experience all phases process, including 
sales. Energetic administrator. Seek management 
position requiring creative ability, drive and 
initiative. Would possibly consider association 
with equipment or material supplier. Address: 
Box 907, FOUNDRY, Penton Bldg., Cleveland 
13, Ohio. 


MANAGER-SUPERINTEN DENT-SUPERVISOR 
Twenty-six years’ practical experience in every 
phase of the gray iron industry. Have the know- 
how and ability to produce results. Available at 
once. Address: Box 895, FOUNDRY, Penton 


Bldg., Cleveland 13, Ohio. 


SUPERINTENDENT OR MANAGER 
Progressive foundryman with 30 years’ experience 
in all phases of quality production or gray 
iron castings, squeezer, floor and mechanized. 
Address: Box 904, FOUNDRY, Penton Bldg., 
Cleveland 13, Ohio. 

FOUNDRY SUPERINTENDENT 
Thorough knowledge of all phases of nonferrous 
metals. Understand gating, jobbing, floor, ma- 
chine and plumber supplies. Can also produce 
pressure tight and porous free castings. Know 
sand control and core room work. Address: 
910, FOUNDRY, Penton Bldg., Cleveland 13, 
Ohio. 


March 1958 


Box | 


HARRISON 7-8600 


220 SOUTH STATE ST., CHICAGO, ILL. 


Foundry Consultants 


CONSULTING ENGINEER 
Thirty-five years’ Experience 
Acid and Basic Practice 

Improved methods in electric furnace 
Low cost with high productivity. Avoid expen- 
sive mistakes. Acquire consultation prior to the 
purchasing of your new furnace and in planning, 
modernizing, and organizing of your melt shop. 
EUGENE H. WEAK 2933 HIGHWAY AVE. 
HIGHLAND, IND. PHONE: TEMPLE 38-1244 


melting. 


FOUNDRY CONSULTANT 
years’ experience, cupola practice, sand 
semi-steel, gray iron high test, also 
nonferrous alloys. Information of value to 
students and foundry personnel. Address: Box 
851, FOUNDRY, Penton Bldg., Cleveland 13, 
Ohio 


Forty 
condition, 


FOUNDRY CONSULTANT-NONFERROUS 
Sand permanent mold — centrifugal permanent 
mold and centrifuge permanent mold. High 
pressure castings a _ specialty. Addr ED 
JENKINS, RT. 3, BOX 345, WALKERTON, 
INDIANA, PHONE: 712W. 


FOUNDRY CONSULTANT 
and nonferrous. Correct methods and 
necessary to profitable foundry opera- 
CHARLIE AMMEN, 1029 PHILIP 
LA 


Ferrous 
practices 
tion. Address: 
ST., NEW ORLEANS, 


Opportunities 


PERMANENT MOLD METHOD AVAILABLE 
THE WAGNER PERMANENT MOLD CO., 2910 
Burbank, California, has developed 
Method for ferrous 
inquiries 
and p 


Empire Ave., 
a Permanent Mold and non- 


and invites from any 


this 


metals 
regarding 


ferrous 


country method rocess. 


FOUNDRY OPPORTUNITY 
established and well rated business operat- 
ing own iron foundry and taking the output of 
two others desires Vice President and General 
Manager to take complete charge except sales. 
No capital needed but would prefer investment 
to insure interest. Chief stockholder and Presi- 
dent wishes more leisure time and eventual re- 
tirement. Substantial salary and percentage of 
earnings will insure high income for right man 
together with chance to become owner out of 
profits. Address: Box 881, FOUNDRY, Penton 
Bldg., Cleveland 13, Ohio. 


Old 


Representatives Wanted 


REPRESENTATIVE 
foundries, die casting 
in Pittsburgh area and part of 
Pennsylvania. Also man for Ohio. To sell prod- 
ucts of well-established firm. Replies should 
include previous experience, etc. Address: Box 
889, FOUNDRY, Penton Bldg., Cleveland 13, 
Ohio. 


Calling on plants and 


metal industries 


FOR REPRESENTATIVES 

needs representatives 
centrifugal, perma- 
For literature, 


FIRST CALL 
Expanding bronze foundry 
on commission basis. True 
nent mold and sand castings. 
information, Address: 
COMPANY, 28178 HAYES, ROSEVILLE, MICH- 
IGAN. 


WOLVERINE BRONZE | 


CLASSIFIED 
ADVERTISING 


Renresenttiives Wanted 


SALES REPRESENTATIVES 

National foundry equipment and supply company 
offers profitable association for experienced 
salesmen. Liberal commission on exclusive ter- 
ritory basis. Prefer men with knowledge of 
melting furnaces. Certain other lines in foundry 
equipment and supplies also open. Submit 
resume immediately to: Box 863, FOUNDRY, 
Penton Bldg., Cleveland 13, Ohio. 


REPRESENTATIVES WANTED 

and dealers of foundry equipment to 
‘‘Plastic Core Box Vent’’. Pat. Pend. 
BETTER FOUNDRY 
AVE., CHICAGO 


Jobbers 
handle new 
For particulars Address: 
PRODUCTS, 10901 VERNON 
28, ILLINOIS. 


Wanted-To-Buy 


INDUCTION 
Small motor-generator type. 
preferably smaller. Must be 
condition. Other investment casting equipment 
also considered. State price. Address: Box 908, 
FOUNDRY, Penton Bldg., Cleveland 13, Ohio. 

WANTED 
Black Mixer, 100 gallon work- 
Must be in good _ condition. 
FOUNDRY, Penton Bidg., 


FURNACE WANTED 
Maximum 30 KW, 
in good operating 


Perkins Sigma 
ing capacity. 
Address: Box 887, 
Cleveland 13, Ohio. 


MIXER WANTED 
Used Simpson Intensive Sand Mixers. State size, 
condition and lowest cash price for immediate 
acceptance. Address: Box 578, FOUNDRY, Pen- 
ton Bldg., Cleveland 13, Ohio. 


Pouudiiies Fe or Sale 


FOUNDRY FOR SALE 
For sale, lease or joint venture, 
equipment, ready to operate, ferrous or 
ferrous, 15,000 sq. ft. filled with equipment, #4 
Whitney cupola, 2 Wheelabrators, 2 oil core 
ovens, San-Blo core blower, oil furnace, dozens 
of flasks, 12 air operated molding machines, 
complete maintenance shop, small pattern shop. 
30 miles north of Philadelphia. Asking $38,000. 
Address: R. T. WICKERSHAM, SPRING 
MOUNT, PA., ATLAS 7-9291. 

FOUNDRY 

industrialized, Great Lakes area, 
producing gray, alloy and ductile iron castings 
for chemical, auto, machinery and machine tool 
industries. Well equipped for jobbing and semi- 
production work. Corporation debt free, excellent 
earning record and operating near capacity. 
Personal reason for sale by owners. Address: 
Box 909, FOUNDRY, Penton Bldg., Cleveland 
13, Ohio. 


building and 
non- 


Located highly 


FOR SALE 

Well established Brass and Aluminum foundry, 
located within 100 mile of Chicago. Brass melt- 
ing capacity 6000# per day, aluminum capacity 
4000# per day. Completely equipped with Inter- 
national joint squeezers, rollovers, and pin lift 
machines. Owner’s health reason for disposal. 
Address: Box 893, FOUNDRY, Penton Bldg., 
Cleveland 13, Ohio. 


FOR SALE 

Iron Foundry $80,000.00 
Los Angeles, California dis- 
HOWELL FOUNDRY, 12235 
RD., LOS NIETOS, 


Mechanized Gray 
monthly capacity. 
trict. Address: 
EAST LOS NIETOS 
CALIFORNIA. 


FOUNDRY FOR SALE 

Complete nonferrous jobbing, one oil furnace, 
4,000 square feet floor space, conveniently lo- 
cated west central Georgia, established ten years. 
Address: Box 891, FOUNDRY, Penton Bldg., 
Cleveland 13, Ohio. 
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FOR SALE 


FOR SALE 
TABOR JOLT ROLLOVER MOLDING | CLEARFIELD Muller 230C-60 
| OSBORN 212J, Jolt Squeezer 


MACHINE, 30” x 40”; 12” draw; . oon 2 
shockless; 1000# cap. ...............-$650.00 | DAVENPORT Rollover 3428 AJS ane 
WORTHINGTON AIR COMPRESSOR, 6 x CHAMPION Pin Lifts, Jolt Squeeze JSL 12 F 
7; 15 HP; Ser. #L 51311 .......... 950.00 | TABOR Pin Lifts, Jolt Squeeze 
GARDNER HORIZ. DISC GRINDER, 54”; | DAVENPORT Rollover 28 SA 
Sere veceeeseecceeesees 650,00 | J & J 610B Rollover , = 
DETROIT ROCKER BARREL ELECTRIC | INTERNATIONAL Rollover 30 x 8, Portable 
For Sale FURNACE, 350# cap.; Serial #289..1950.00 | INTERNATIONAL Rollover 24 x 10, Portable 
ROTOCLONE DUST COLLECTOR— #10 INTERNATIONAL Rollover 30 x 8, No Jolt, 
a OE sad as aleraete scratalee(s ak acne ce <a Portable f ; 
#1% Simpson Mixer—with Loader SPO 506, Jolt Rollover, Pattern Draw, Pin Lift 
POWER EQUIPMENT CO. Belt Conveyor—24” wide—4000 ft OSBORN 275J Jolt Squeezers 
OFFERS ‘a + INTERNATIONAL LJS 12 Jolt Squeezers 
BARGAIN PRICES OE Sey een | INTERNATIONAL PJS 9 Jolt Squeezers 


ON GUARANTEED 
NEVER USED AND REBUILT BALCHER MACHINERY COMPANY 
MOTORS! 695 E. 152nd Street - : 
Cleveland 10, Ohio NICHOLS Plain Molder, High Speed 
. a . ae SPO 110 Jolt Squeezer 

MARCH SPECIALS sce carmasteliic ect nadia ata TABOR Jolt Rollover Draw 
eeoiies oe SY INTERNATIONAL Plain Jolt, 36 x 45 Table 
USED MOTORS INTERNATIONAL Type R Core Rollover, Hand 


FOR THE BEST DEAL CALL MILWAUKEE 104 Jolt Squeezers 
CHAMPION JS 108 Jolt Squeezers 
ARCADE 1008S Jolt Squeezers 


HP Make Type Speed : op. 
, " .- » 3 FOR SALE ROYER SAND PREPARATORS 
~ondad spaying, taping ae ae SIMPLICITY PREPARATORS 
200 G.E.—Drip.—s.B K-63348 1200 | 2—(Serial #-B-251) “Light Type’ U. S. Rotary | BeaRDSLEY & PiPER PREPARATORS 
150 G.E.—T.E.F.C.B.B :-632 3600 | Smelting furnaces, 1100# dry charge (1-left | BLYSTONE Sand Mixers, Paddle Type 
woes om . K-6328 360 hand, 1-right hand) with rotating motors, oil PORBECK Care Oven oh Ba ed, 
burners, clamp caps and lugs for spout; 2 HP poor ~ u ' 3 yE 4 
G.E Basie he Seely ‘ " COLEMAN CORE OVENS, Drawer Type 
: 3.E. reversible rotating motors, 3 phase, 60 PORBECK Core Ovens, Vertical Door Type 
Send for our FREE Catalog cycle, 220 volt switches; Size 717 ‘‘AF’’ Victor FOUNDRY EQUIP co Door Type Core Oven 
Acme blowers on extended bedplates V-belt ~ wet acgha = Wie “bolts 
jrives to 10 HP GE ot 1800 r 3 GRINDERS, Double End from % hp. to 25 hp. 
, aes <wign Pence kes ere pm, * | pISC GRINDERS 


Cash for your surplus new & used phase, 60 cycle, 220 volt magnetic _Switches, WAD F 7 r 
electric equipment push button stations, blower relief valves. ee from 50 Ibs. to 5000 Ib. Geared and 
s , . 1—4’ x 10’ totally enclosed double deck Se- | parr rel r . 9 
Send your list today lectro Vibrating Screen, Serial VB 2813, V-belt | erie bau 500 Ib. to 2000 Ib. 
irive; 5 HP, 1750 rpm, 220/440 volt, 3 phase, | \ _ 
60 cycle enclosed fan "cooled motor; 4 to 80 MONORAIL & BRIDGES 
Large line of motors, control screens included. Address: PROMAT, BOX 99, | Qytrinaas eereiN’ Gaaeeacon win 
equipment, AC & DC Generators WAUKEGAN, ILLINOIS TRACK—DRIVES . - 
ar eels See treneienmers BLOWERS—Centrifugal—Positive—Exhaust 
. - DUST COLLECTORS 
POWER EQUIPMENT CO. 
8 Cairn St., Rochester 2, N. Y. PATTERN EQUIPMENT FOR TONNAGE Dercreens 
Phone GEnesee 8-5629 PRODUCTION OF PLUMBING FITTINGS . fae eae mm 


COMPLETE PATTERN EQUIPMENT FOR ‘ SLIP * POP 
Sizes from 10” x 10” to 48” x 48” 


HIGH SPEED MACHINE MOLDING. CAST JACKETS—Aluminum & Iron 
IRON DRAINAGE FITTINGS AND SPECIAL- STEEL FLASKS 
FOR SALE TIES AND CAST IRON STEAM FITTINGS | Sizes from 10” x 10” to 9’ x 9’ 
FOR BUILDING TRADES. APPROXIMATELY Frame: Gone Penee 
250 ITEMS FOR DISTRIBUTION THROUGH we ee ee ee ee eee eee 
PLUMBING SUPPLY HOUSES. POTENTIAL MANY OTHER ITEMS IN STOCK 
TONNAGE 10-20 TONS OR MORE PER DAY. SEND US YOUR INQUIRIES 
IF DESIRED PURCHASER MAY ACQUIRE Set m s 
SERVICES OF LONG EXPERIENCED SALES WE BUY—SELL—TRADE 
MANAGER WHO IS THOROUGHLY FAMILIAR THE HOMAN MACHINERY CO. 
WITH ALL PHASES FOR MARKETING THESE 710 E. FRONT ST. 
SHAKOPEE FOUNDRY COMPANY PRODUCTS. Address: Box 892, FOUNDRY, CINCINNATI, OHIO 
SHAKOPEE, MINNESOTA Penton Bidg., Cleveland 13, Ohio MAIN 10339 


EUCLID FOUN DRY & MACHINE EQUIPMENT CO. 


14919 SARANAC ROAD CLEVELAND 10, QHIO 


Tabor 30 x 40 Rollover, 12” draw 

Champion JM 21 8 Rollovers (3) 
International 18 x 30, 24 x 10 Rollovers (3) 
American Sand Conditioner 62” 

Royer (small) and Simplicity Sand Cutter 
Redford No. 1 Coreblower 

Penn Iron 21 cu. ft. Swivel Wheel Bucket 














OSBORN ROLLOVERS: MULLERS 
4—405, 18” draw, air clamps, 3500# cap. 1—#1 Simpson, 4 cu. ft. cap. 


1— #2 Simpson, 14 cu. ft. cap. 


WHEELABRATORS 
1—20” x 27” 2 cu. ft. Tumblast 


1—27” x 36”, 5 cu. ft. Tumblast, w/loader SWING GRINDERS 


1—36” x 42”, 11% cu. ft. Tumblast, w/loader 1 —?% H. P. pease ieatan 
1—42” x 48”, 17% cu. ft. Tumblast, w/loader 10—10 H.P. Mummert-Dixon Model 1814 


1—36” x 42” air blast Wheelabrator 3—25 H.P. Safety Grinding Wheel Model 204 


1- ey = ies Pangborn Rotoblast Master ELECTRIC FURNACES: 
hese 1—80 Ibs. Detroit Rocking 
1—4’ Swing Out Table 1—350 lbs. Detroit Rocking 


ASK FOR OUR COMPLETE LISTING GLENVILLE 1-1222 
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For Sale 


GAA 


FOR SALE 


Style M (never used) 
Lancaster Stainless Steel Counter-Current 
Batch Mixer, Type LW-62. 

Lancaster Mixer, Model EBG-4 

Lancaster Mixer, Model EAG-3 
Ingersoll Rand Air Compressor, 
y ae 16”, 100 # pressure 
motor. 
Link 
Models: 


Simpson #0 Muller 


Type PRE-2, 
with 
Belt Dryers 


207-10; 


Roto-Louver 
310-16 and 


Rotary 
502-20. 


R. GELB & SONS, INC. 
), S. HIGHWAY 22, RAHWAY VALLEY 
UNION, NEW JERSEY 


R.R. 


FOR SALE 
HUTCHINSON SHELL MOLDER-Model 1424 
Slightly used, in excellent condition 


REDA FURNACE-Model 1000, 
never used. 


like NEW 


300 HP 


| oo Sale 


ROTOBLAST 


Pangborn Model ES-223, 4-position, complete 


with motors, component parts and installation 
prints. On skids. Original cost approximately 
$20,000. For quick deal FOB cars $3500.00 


GENERAL MACHINERY & 
EQUIPMENT ©O., INC. 


309 WOODLAND AVENUE 
KANSAS CITY 6, MISSOURI 


FOR SALE 
MOTORS—GENERATORS 
TRANSFORMERS 


Unused Rebuilt 
WORLD’S LARGEST INVENTORY 
COMPANY 
3-6783 

York 


ELECTRIC EQUIPMENT 
Phone station Collect 
P.O. Box 51 


GLenwood 


Rochester 1, New 


CLASSIFIED 
ADVERTISING 


For Sale 


SAND BLAST EQUIPMENT 
SELL-BUY-TRADE 
GUARANTEED MACHINES 
TERMS: 3 YEARS TO PAY 


$10,000 stock of new Pangborn replacement parts 
for 6 & 9 LG-14 Table Blast priced 25% less 
list. Send us list of parts wanted. 
9’ LG-14 Pangborn Table ... 

6’ LE Pangborn Air Table .... 
Pangborn 53 EN2 Hand cabinet .. 
Pangborn Auto Peening cabinet . 
48 x 48 Wheelabrator Tumblast . 


. $4500.00 
800.00 

. 325.00 
1100.00 
5000.00 


1500.00 
2750.00 
1000.00 
2000.00 
. 3000.00 
. 2000.00 


42 2 x 48 Wheelabrator Tumblast .... 
7 X 36 Wheelabrator Tumblast 

15” Continuous Wheelabrator Tumblast . 

8’ Wheelabrator Table Blast = 

FOR SALE—PIG MACHINE 6’ Wheelabrator Table Blast 
7GK2 Pangborn Rocker Barrel . 

pig machine. Pour | 14 LG5 Pangborn Rotoblast Multi- Table 

w/5—5’ tables ...... ‘ 3 

Pressure Tanks, all types 

Vapor Blast cabinets . 

COMPANY All types and sizes of Hand “Cabinets, Dust 

Collectors, Pressure tanks, Rooms, Horizontal or 

Vertical Tumbling Barrels and additional Sand 

Blast Equipment too numerous to mention. 


McBRIDE & SHOFF, INC. 
METAMORA, ILLINOIS 


FOR SALE 
High Frequency 


Conveyor 
25-40 = 


type motorized 


Thermex Tunnel 9000.00 
manufactured by the  Girdler 150.00 up 
Louisville, Kentucky. Model GOCA 400.00 
tion on 440 volt, 3-phase power. Autotrans- 
former available for operating at 220 volts. 
Machine has had little usage and is suitable 
for drying molds. Address: BURGESS CEL- 
LULOSE COMPANY, FREEPORT, ILLINOIS. 


drying unit 
Corporation, 
for opera- 


steel pigs. Details on request 


CRUCIBLE STEEL CASTING 
23850 SOUTH 20TH STREET 
MILWAUKEE 15, WISCONSIN 
DIAMOND SALES, INC. 
5654 W. Jefferson 
Detroit 9, Michigan 
VI-36750 


or your entire plant; 
auction at a savings 


FOR FURNACES FOR SALE 


2—Lindberg Radiant 


SALE 

Fired Electric Furnaces 
complete with controls, 440 V, 50 KW. Address: 
ALUMINUM MATCH PLATE CORP., 1500 
MILITARY RD., BUFFALO 17, NEW YORK 


Ten used heat treating furnaces and two 7-ton 
gantry cranes. Good condition, priced to sell. 
Address: BAER STEEL PRODUCTS, INC., BOX 
1428, BOISE, IDAHO. 


We will Buy 
or represent 
to you. 


one piece 
you at any 


LARGEST STOCK 


IN THE COUNTRY 


ELECTRIC MELTING FURNACES—3 PHASE 


SWINDELL 9’ Dia. Top Charge cap. 3 ton steel 
5 ton iron per hour, 3500 KVA 13800 volt 
transformer, complete in place. 

1—“LECTROMELT” 2 TON Size Q 4000# per 
hour 1500 KVA 13200 volt. 

1—“LECTROMELT” Size S 1000# per hour, 500 
KVA 7200 volt. 

1—“LECTROMELT V” 2-300# capacity per 
hour 220 volt primary. 

LECTROMELT 500#, Size T, 300-375 KVA, 
2300V primary, Moore controls, G.E. circuit 
breaker. 

ELECTRIC MELTING FURNACES—SINGLE PHASE 

1—DETROIT Rocking Type “LFY” 700# cold 
charge 7200 volts 

1—DETROIT “LFC” 700# & 350# Tapered 
Shell 2300 V. 


ACME 


2—DETROIT “LFC” 350# Tapered shell 7200 V. 
1—DETROIT “LFA” 350# shell 13200 V. 


NONFERROUS FURNACES 
1—HEVI-DUTY HD-181-S Pot type Electric 


HEAT TREATING FURNACES 


HOLDEN #202 Electrode Type, Bright harden- 
ing annealing 1850° 
DESPATCH DT36 Pit type 42” x 40” Electric 


FURNACE TRANSFORMERS 


1—"‘LECTROMELT” 800 KVA, 12000 V., 3 
phase 

1—WESTINGHOUSE 2500 KVA, 11200 V., 3 
phase 

1—WESTINGHOUSE 2500 KVA, 13800 V., 3 
phase 


ACME EQUIPMENT co., INC. 
We will buy for cash a single piece of equipment or your entire 
"126 South Clinton Street © Phone: ANdover 3-3430 : 
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ANOTHER “BLUE CHIP” FOUNDRY LIQUIDATION 
CLEVELAND FOUNDRY CO. 
DIVISION OF TEXTRON, INC. 


MOLDING MACHINES 15—ROUHRA Dump Buckets, %, % & 1 CORE ROOM EQUIPMENT 
cu. yd. capacity 
35—SPO #113J Jolt Squeezers 100—-Skid Boxes, 30” x 48” & 24” x 48”, 9—DEMMLER #1 Core Blowers with 
33—SPO #110J Jolt Squeezers with 12” skids 7 clamping ; 
—OSBORN #276J Jolt Squeezers 2000° of AMERICAN Monorail with 11—DEMMLER #2 Core Blowers with 
-OSBORN #275J Jolt Squeezers switches & turns clamping : 
OSBORN #710 Jolt Squeeze Pin Lifts 3—REDFORD #1 Core Blowers with 
OSBORN #712J Jolt Squeeze Pin Lift clamping 


TABOR 30 x 40 Jolt Rollover Pattern —Core Racks—new E 
C ore Belt Conveyors, 20” wide x 120’ 


#413 Jolt Squeeze Rockover Draw SAND TEST EQUIPMENT ars ie eet oc A — 
OSBORN #559 Jolt Pin Lift Rammers, Permeability Meters, Ro- NLE ingle ompartmen ore 
INTERNATIONAL Type G Jolt Roll- tap Riddle, Sand Strength Machine, Oven, recirculating 
over Pattern Draw, various sizes Lab Ovens, Scales, Balances, Py- Speed-Sifter Riddles 
OSBORN #601 Jolt Rollover Pattern ete i eae ey 1000 Aluminum & Transite Core b Plates 
Draw J ? Yj S Automatic 1-C ore /ire 

Straightener & Cutting ieee 


-OSBORN #602 Jolt Rollover Pattern 
Draw 5—LEWIS SHEPARD Hydraulic Platform 


INTERNATIONAL Model JDP, 1200# ag Me « . "¢ 
Jolt Pin Lift ANE LOAC Sore Wire Straight- 
INTERNATION AL Model JDP, 16004 MELTING EQUIPMENT pe = 
Jolt Pin Lift 1—WHITING #6 Cupola with Modern STONEY Core Grinder 
JOHNSTON & JENNINGS 12” cylinder Bucket Type Charger & Toledo Scale, AMERICAN Model H Core’ Rod 
Jolt Squeeze 40 HP Ingersoll Rand Cupola Blower Straightener & Shear 
JOHNSTON & JENNINGS #612RBP 2—ROOTS Positive Cupola Blowers, 50 = Shell Core Blower Model SC-10- 
Jolt Rollover Pattern Draw HP synchronous motors & controls - r 
OSBORN #42 Core Rollovers 2_-FOXBORO Controllers—new SHALCO Model P-5 Shell Core Machine 
OSBORN #40 Core Rollovers 4—MODERN Geared Ladles, 1000, 1200, 
2000 & 3000 Ibs. capacity 
3—MODERN Pouring Devices with as 
12—MODERN 1-ton Ladles, covered, wit I T 
SAND MULLERS & MIXERS hand tilting device MACHINE TOOLS 
DO-ALL Band Saw, V-36 


: - 1—REDA Size 550 Melting Furnace 
SIMP “— #1 Style H, with dust hood 1—STROMAN Dip-out Model DC Reverb NIAGARA Sheet Metal Hand Brake 
RAFTSMAN Drill Presses 


& loade z : R Furnace, 1000 lbs. capacity 
_SIMPSON #3 Style UD, with auto- 1—ECLIPSE Model E-1000 Reverb Fur- -WALKER TURNER Drill Presses 
WALLACE Band Saws 


matic controls ; 2 nace, 1000 Ibs. capacity 
BEARDSLEY & PIPER #40, Air 1—INGERSOLL RAND Cupola Blower, 40 TOLEDO Power Hack Saw 
JARVIS Portable Grinder 


Cooled with dust hood HP motor 

BLYSTONE Model BI Mixers, 7 cu. ft. 1—INGERSOLL RAND Cupola Blower, 85 FRANK H. LEE Planer, 14” 
DRAVO DOYLE Mixer on Pneumatic HP motor Hand Arbor Presses 

tires 1—BONDACTOR Model 1250L Cupola SOUTH BEND Bench Lathe 
t's ata Cement Mixer, Lining Gun Surface Plates 
2ortable 

















et et 


Oe ete et Oe 


SAND PREPARATORS 
SAND HANDLING EQUIPMENT 5—-BEARDSLEY & PIPER Model S, M & MISCELLANEOUS 


9 IRWAVG SOT My, , L, Screenerators 
2 nate age a Peay HS7GT Twin Hopper 1—NEWAYGO Reddy Sandy, Model RSVM 200—Doors of Clothes Lockers—new 
2—NATIONAL 24” x 20’ Belt Conveyors . — mag. pulley : 1000—Flask Weights — Bree 
9 r J P a ROYER Scrap Control Unit, Model 5000—Aluminum & Wood Bottom Boards 
2—NATIONAL Bucket Elevators, 14 x 7 $-522-9M 3000—Flask Bars 
> _pucket, 34’ high & 60° high 1—AMERICAN Sand Cutters, Model AA 50—Air Tools, Rammers, Grinders & 
2—LINK BELT 5’ x 10’ Shakeouts & AM Chippers 
pees il per ” 927/' « rg < = 
1—LINK BELT 48” x 230’ centers Leak- 2—MOULDERS FRIENDS, 50” & 60” 5—Man Cooling Fans 
Proof Hot Castings Conveyor Brush Length —Time Clocks 
— | al 7 4” 2 ag » 26 5 - TAT * ~ = ‘ ‘ > ry 
1 a 24” x 30’ Magnetic Belt 1—AMERICAN Sand-Master Sand Cutter j—SUN-ROC Electric Drinking Fountains 
1—_SATIONAL 0.3 2—-ECONOMY Paper Balers 
1 d AL #C-3 Aerator 2—Embossing Machines 
3—LINK BELT 30” width Oscillating Con- 75—Vibrators 
veyor-—used in tandem, total 250’ CLEANING EQUIPMENT Speed Reducers 
1—FARQUHAR Portable Conveyor, 12” 30—Electric Motors 
x 15’ long 1—AMERICAN WHEELABRATOR Tum- ¢ —Motor Generator Sets 
—FARQU HAR Undercar Unloaders, 18” blast, 42” x eg new 1953, with or 9—Hand Trucks sey 
x 30’ centers without Loade ‘ Barrel Trucks 
1—JEFFREY Bucket Elevator, 65’ high AMERICAN Tablast, Model 1A, 4’ dia. : Wheelbarrows 
1— JEFFREY #5 Vibrating Feeder, 24” x table ™ . ‘ 2 25—Parts Bins 
cnmentiios iS ciaee : pen gpa from 1000 to 6000 Ibs. 
‘ ESSMER Sprue Cutters, Models H & ‘ EL ECTRIC Bat 
: red raha ; tery C ls a ,MG type 
MATERIAL HANDLING EQUIPMENT 2G Sepa, Bers. apes Wee, WHITE Stake Body Truck, 2-ton ca. 
1—EUCLID 40’ span, 3 ton Crane, Floor j—SLY Tumbling Barrels, square type, —s 
operated, AC, with runways 36" 36” x 42” long , 
~EUCLID 60’ span, 3 ton Crane, Floor 5 gr! Tumbling Barrels, round, 20” dia. 


operated, AC, with runways 2” long 
INGERSOLL RAND Air Hoists, 500 5 SLY Tumbling Barrels, round, 30” dia. OFFICE EQUIPMENT 


1000, & 2000 Ibs. capacity x 42” long 
THOR AIR Hoists, 2000 & 4000 Ibs 2—SLY Tumbling Barrels, round, 24” dia. ADDRESSOGRAPH Plate Maker 
. x 48” long —ADDRESSOGRAPH Printer 
‘Cable King’’, 1000 & 2000 Ibs 2—MARSCHKE Swing Grinders, 10 HP & FRIEDEN Calculators 
anu 15 HP -ROYAL Typewriters 
CL. A J Fork Lift Truck, 2000 Ibs. 7—MARSCHKE, U.S. & SAFETY-RITE —Filing Cabinets 
ca Snag Grinders, 7%, 10, 15, 20 & 25 —Desks & Chairs 
TOW MOTOR Model LP48. 5000 Ibs. HP, Wheel sizes from 14” x 2” to Tables 
capacity 30” x 12” Cardex Files 
AUTOMATIC Electric Transporters, 2—GARDNER Vertical Dise Grinders with Time Clocks 
6000 Ibs. capacity work tables, 18” & 24” wheels Air Conditioners, 
HOUGH Model HA Payloaders, 12 cu. 
ft. capacity 
agg Sg ate with Ready Power 
Init, 4000 Ibs capacity K Ine) pEr 7 . 
4—LOUDEN & AMERICAN Bridge Cranes 500 HINES & FREMONT Slip & AIR COMPRESSORS 
with End Trucks Pop-off Flasks & approximately 2—INGERSOLL RAND 2-stage water 
2000’ MATTHEWS Roller Conveyor, 6”, 1000 Jackets with Boards cooled, horizontal with 100 HP motors 
12 4”, 20” & 22” widths & controllers 


a 
QO D> > ND CC He et pt 











Sale Under Management of Liquidating Division 


AAA MACHINERY & EQUIPMENT CO. 


DIRECT ALL INQUIRIES TO 2818 HARVARD AVE., CLEVELAND, OHIO 
PHONE MI. 1-1777 REPRESENTATIVE ON PREMISES 
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AIR COMPRESSORS 


ae RAND 450 cfm., 100 hp., 


40 
1—CHICAGO. PNEUMATIC 225 cfm., 50 
hp., 220-440 V. 
BELTING 
29” x 180’ 24” x 152’ 
24” x 263’ 24” x 120’ 


BLOWERS 
GE 10500 cfm., 20 oz., 85 hp., 220 V. 
GE 7500 cfm., 20 oz., 89.6 hp., 220-440 V. 
GE Centrifugal 6200 cfm, 24 oz. 8 hp. 
motor 
ae ra agers 5750 cfm., 


60 Va 
WHITING- sPENcEk S600 cefm., 32 oz., 75 
h 220-440 V. 


p., 
INGERSOLL-RAND 4000 cfm., 60 oz., 
100/25 hp., 220-440 V. 
15 hp., 220 V. 


20 hp., 220- 
3 hp., 220- 


4 
5 


SPENCER 2250 cfm., 16 oz., 
SPENCER 2850 cfm., 


440 V. 
SPENCER 270 cfm., 8 oz., 
440 V. 


16 0z., 


CONVERTERS—MOTOR 


GENERATORS 
1—100KW WESTINGHOUSE 250 V. DC. 
400 AMP. 220 V. Crocker Wheeler con- 
troller and panel. 


CONVEYOR OVERHEAD CHAIN 
1700’ JERVIS B WEBB and LINK-BELT 
#678 with trolleys 36” centers. 2-5 hp. 
Variable speed caterpillar drives, & mo- 
tor generator set, takeups and turns. 


CONVEYOR 

36” x 162’ LINK BELT Oscillating Pan 
10 hp., 220-44C V. 

36” x 53’ LINK BELT Oscillating pan. 

17’ BARBER GREEN Bucket Conveyor. 

30” x 25’ Magnetic Belt Conveyor w/drives, 
2 hp., 220-440 V. 

18” x 10’ Steel Ae Conveyor w/drives, 
3 hp., 220-440 V. 

16” x 120’ hanes Belt w/drives. 


CORE BLOWERS 
CHAMPION CB400 up to 300# cores, 
6%" draw. 
2—CB15 up to 55# cores, Universal blow 
plate 
C.B. 10 up to 12# cores, 4%” draw. 
DEMMLER #4 up to 250# cores. 
DEMMLER #3 up to 35# cores. 
DEMMLER #2 up to 20# cores. 
ty gg ee SB15H, up to 150# 
cores, Hydraulic —— and draw 
INTERNATIONAL SB 13, up to 60# cores 
INTERNATIONAL SB 12, medium sized 


cores 
INTERNATIONAL SB 11, 
cores 


OSBORN 193 up to 50# cores 
OSBORN 2035-2 large sized cores 
REDFORD Bench types, horizontal or ver- 
tical clamping 
CORE DRAW 

SPO CD 36 14” x 41” rollout table. 

CORE GRINDER 
MILWAUKEE 70-12, 70” dia. table 


6—MILWAUKEE 70-9, 70” dia. table 
1—OWOSSO DE1-303 42” table 


CORE OVENS INDUCTION 
THERMONIC 1800A cap 2000# hour 


CORE OVENS TOWER 
at "ad Vertical-Horizontal 9000# per 


medium sized 


COLEMAN Vertical-Horizontal 6800# per 


hour 
CORE PASTE OVENS 
COLEMAN 28’ Horizontal 


CORE ROLLOVERS 
INTERNATIONAL REDP Rollover 12” 
raw 


RANES 
—_- TON Electric Traveling DC motors 
’ span 

P&H 3 TON Electric Traveling DC motors 
50’ span 

270’ Crane Runway and Supports 

10 Ton AMERICAN Railmaster Low head- 
room floor control 

10 Ton SHAW BOX electric hoist 


ACME 











JUST RECEIVED 
FISHER—GAS FIRED 
FURNACES 
2—400# Tilting Furnaces 
4—600# Tilting Furnaces 
1—600# Tilting Furnace 








CRUSHER—PULVERIZER 
STEDMAN 12” x 12” 4/10 hp 3/60/220- 
440 V motor 


CUPOLA GUNS 
2—BONDACTOR #1250 
BONDACTOR #1000 


DUST COLLECTOR 
PARSONS 40,000 cfm. cloth bag type 


FEEDERS 
3—SYNTRON Vibra Flow Feeders F4100, 
w/controllers 


FLASK eg STEEL 
42—27%" x 48” x 8%” h 
26—39%” x 53%” x 9” high 


FURNACES NONFERROUS 
STROMAN 1000# Oil fired, hydraulic tilt. 
CAMPBELL HAUSFELD Staty, pot type 
FISHER RB100 gas fired crucible 


GRINDERS, SNAG 
FOX 24” x 2” Single Wheel 10 hp 
2—HAMMOND 20” DE 10WR1 10 hp., 
220-440 V. 
1—HAMMOND 20” DE Porter Cable back- 
stands 10 hp 
1—HAMMOND 24” x 2” x 12” 7% hp., 


220 
HAMMOND W R-2, 2 speed, 30” x 3” wheel 


GRINDERS, SWING FRAME 
MARSCHKE 24” x 3” x 12” 20 hp., 220 V. 
U.S. 24” x 3” x 12” 15 hp., 220-440 V. 
U's. 20” x 2%" x 6” 10 hp., 220-440 V. 


GRINDERS, MISC. 
PORTER CABLE BGS8 Wet-Dry Belt 
U.S. #70 Combination 20” disc and 20” 
x 3” x 1%” wheel 


HOISTS 
YALE 5 TON floor control power travel 
ae ” me 5 TON floor control Hand 


4—INGERSOLL- RAND Air trolleys 

1—500# INGERSOLL RAND LC-4 

4—CLEVELAND 2000# Cab type hot 
metal carriers 


LADLES 
1—6000# Industrial Enclosed Geared Crane 
1—5000# Modern Enclosed Geared Crane 
3—2125 # Industrial Enclosed Geared Crane 
1—2000# Whiting Enclosed Geared Crane 


LADLE MIXING 
4000# Industrial, Insulated 


LADLE HEATERS 
2—NORTH AMERICAN Flexible hose. 


MOLD BLOWER 
TACCONE TD4 24” x 32” flask 


MOLDING MACHINES 


JOLT SQUEEZE PIN LIFT 
2—MILWAUKEE 125-3-21” x 27” Table 
8” draw 
7—OSBORN 712 PJ, 18” x 21” Table 
1—CHAMPION JSL10P 18” x 21” table 6” 


draw. 
JOLT SQUEEZERS 
2—INTERNATIONAL, LJS12 16” x 20” 
table 
1—SPO, 110J Portable 17” x 20” table 
4—CHAMPION, JS10P 18” x 21” table 
2—OSBORN 275PJ 


JOLT ROLLOVER DRAWS 
4000# HERMAN, 36” x 60” table 
3000# HERMAN, 52” x 84” table 
1500# HERMAN, 26” x 48” table 
2——-1000 # TABOR, 30” x 51” table, 
portable 
3— #22 DAVENPORT 
1020 JOHNSTON & JENNINGS, 60” x 50” 
table 


BARGAIN PAGE 


JOHNSTON & JENNINGS 918, 44” x 64” 
table, 20” draw, rollout table 

2—750# HERMAN 20” x 30” table 

20 Z, —_— type G, 20” x 

2—INTERNATIONAL RJ 20 x 12” 


JOLT PIN LIFTS 
3—INTERNATIONAL 1200-3 26” x 27” 
table 3” draw 
1 “INTERNATIONAL 26” x 30” table, 8” 

raw 


JOLT SQUEEZE FRAME STRIP 
#814 yan ol 14” x 30” Pattern space. 


2—331 
PIN LIFT PUSHOFF 

CHAMPION 28” x 42” table 

MILWAUKEE 620ND 20” x 24” table 


MULLERS and MIXERS 


PSO. 
DER ‘‘HOE B BOY” 3-4 cu. ft. 


POLISHING MACHINES 
MARSCHKE 6 Station Roto-Mat 5-heads. 


RIDDLES 
2—B&P CHAMPION 200# per min. 
1—UNIVERSAL 20” 


SAND CUTTERS 
1—SCREENARATOR MODEL “‘S” 
1—ROYER MCZ-43 


SAND SLINGERS 
2—B&P Tractor 19” hea 
B&P 2 speed 40/25 HP ‘double belt 
B&P Plate Feeder, 5 ton 


SAWS, BAND 
30” LAIDLAW, Metal Cutting hydraulic 


feed 
32” CRESCENT, 2 hp., 440 V 
30” TANNEWITZ, 3 hp., 440 V. 
42” TANNEWITZ, 5 hp., 220-440 V. 
6” x 6” RACINE Oil Cut Hack Saw 


SAWS, CUTOFF 
DEWALT ME-1 16” Blade 5 hp 
DEWALT ME-3 Abrasive cutoff “18” wheel 
DEWALT GP 14” wheel 3 hp. 220-440 V. 
DELTA Abrasive cutoff 


SCALE 
FAIRBANKS PRINTOMATIC 6250 # 


SCREENS 
x 8’ SIMPLICITY 


SHAKEOUTS 
x 5’ SIMPLICITY 
x 6’ SIMPLICITY 
x 10’ LINK BELT 


SPRUE CUTTERS 
—PERKINS #53 1%” stroke 
1—MILWAUKEE #85 TON 


TESTING EQUIPMENT 


—_— Automatic Rockwell, continuous 


COLEMAN 55 Spectrophotometer 
BALDWIN SOUTHWARK 20,000 Tensile 
Tester w/load indicator and recorder 


TUMBLING BARRELS 
2 = ERSFORD, 42” x 72”, chain drive, 


= HITING 60” x 72” 20 hp. drive 
LY 42” x 42” x 64” 10 hp. 

SLY 42” x 42” x 56” 5 hp. 

SLY 36” x 72” 7% hp. 


WHEELABRATORS 
—42” x 48” AMERICAN Skip Loader 
jot" x 36” AMERICAN Skip Loader 
1—20” x 27” AMERICAN Rubber Belt 


WOODWORKING—PATTERNSHOP 
GARDNER 30” DISC and Spindle Sander 
JONES SUPERIOR 48” Double Disc. 
OLIVER 72DR Router or borer 
PORTER 24” Facing Planer 
BOICE CRANE 12” Planer 
HESTON gs yey Swing Saw #5 
DELTA 10” UNISA 
OLIVER A Vises 
NORTHFIELD #4 Tiltin A Saw 
OLIVER 20A Pattern La 


WIRE STRAIGHTENERS 
AMERICAN ore H rod %”-5%"” cap. 
2—#2A CLIMAX \” 


ACME EQUIPMENT CO., INC. 


We will buy for cash a single piece of equipment or your entire plant 
126 South Clinton Street e Phone: ANdover 3-3430 e Chicago 6, Illinois 


March 1958 
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,. INGERSOLL-RAND 
—SEND YOUR REQUIREMENTS 


BLOWERS 
25—CENTRIFUGAL 16 oz., 2 to 5 HP 
10—GE, WILBRAHAM-GREEN, FISHER 

Positive Pressure & Cent, Cupola Blowers 


CLEANING EQUIPMENT 
& TUMBLING BARRELS 
1—AMERICAN #1 MULTITABLE TaA- 
BLAST, 17” Table 
1—AMERICAN 48” Swing Table 
1—AMERICAN 15” x 20” WHEELABRA- 
TOR TUMBLAST, w/dust collector 
1—AMERICAN 27’ x 36” WHEELA- 
BRATOR TU MBL AST 
1—AMERICAN 36” x 42” WHEELABRA- 
TOR TUMBLAST 
1—AMERICAN 42” x 48” WHEELABRA- 
TOR TUMBLAST, w/loader 
1—15” Continuous AMERICAN TUM- 
BLAST. 4 tons per hour capacit 
1—AMERICAN 36”, Continuous WHEELA- 
, Side discharge, two head, 
#A95643, New 1953. Used 2 


1— PANGBORN 6’ TABLE-ROOM, 


1—PANGBORN TABLAST, 8’ Table 

1—WHITING 36” x 72” Round w/gear 
head motors & brakes 

\ BP Twin Unit, 40” x 24” Round, 10 

1— 68” x 32” Round 

10 WHITING 36” x 36” x 72” 
head motors & brakes 


CONVEYORS 
1—HEWITT ROBINS Vibrating, 18” 
1—JEFFREY, 3 compartment, 
— BELT, vibratin double deck, 
x 24”, w/exhaust fiood 
1_Link BELT. a , ae = ——. 114 cars, 


Type 


w/gear 


x 10’ 
ingot mold 


03’ 


03’ track, car size 
2—1INK BELT, 30” 
veyors, 100’ Centers 
—SAND ELEVATORS, Various sizes 
6—SAND BELTS, 10’ ctrs. to 140’ ctrs. 
2500 FEET—FOUNDRY TYPE ROLLER 
CONVEYOR—ALL SIZES 


CORE BLOWERS 
1—CHAMPION CB-12 
10—DE -9EMMLER #1, #2, 
g—INTERNATIONAL SB-13 
3—OSBORN #91, #192, #91- 10. 
7 RANDALI" MODEL “‘A”’, h Type 
1—TACCONE #4D, 10” Ge" Stroke v1. 


CUPOLAS 
Skip charger, 
Never Installed 
for #9 Cupola with 
scale and buckets 


1—WHITING Skip Charger for #5 Cupola 


DUST COLLECTORS 
1—AMERICAN WHEELABRATOR, Model 
Lx \F Wxv'uH 

#1 Type N, #14D, 
#16W, # 20D, # Hw. #30W 
FURNACES—DIRECT ARC MELTING 
1—250 Lb. LECTROMELT, Side Charge 
1—3.000 # /hr. LECTROMELT 
1—3000# HEROULT 
1—6 Ton HEROULT 


FURNACES—INDIRECT ARC 
1—10# DETROIT Lab Type 
1—350# DETROIT LFA 
1—500 # DETROIT, LFN, Hydraulic 
1—750 # DETROIT LFY, Conical Shell 
1—1500 # DETROIT AA, 300 KVA 
1—3000# DETROIT C, 500 KVA 


Steel } il Con- 


#2A, #2K, 


Blower, 


UNIVERSAL 


MACHINERY 


FURNACES—INDUCTION 


MELTING 
1—3KW. AJAX, Lab type 
1—20 KW, JAX SPARK GAP, High Fre- 


qu 
2 150 "RW AJAX, Brass Melting 
1—50 KW AJAX 100# Cap. MG set 
1—333 KW AJAX 1000# 


IMMEDIATE DELIVERY 
3 Ton Top Charge 
SWINDELL ARC FURNACE 
in Excellent Condition, 


ready for Immediate 
Delivery. 


Unit is 
Dismantled, 








FURNACES—GAS & O 
\—FISHER MNP, Gas amise 1700 # 


cap. Ma 

2—F. HER, ” Gas, 4 Burner. 
500 z 

3 HAUSFELD, Stationary, 


1000# capacity 
1—HAUSFELD, Tilting. 12004 capacity 
A -_—* cap. 
ift 


Stationary, 


250# to 


Gas 


1—STROMAN, Gas Tilting, 
Alum., auto control hyd. 


FURNACES—HEAT TREAT 
1—2’ x 3’ x 6’ deep, gas fired, 1880°F 
1—20” x 24” deep, L&N Homocarb electric 
1—20” x 36” L&N Draw electric 
1 LEE WILSON Pit Type electric 
GRINDERS 
i—5 HP SNCNNATL, 2/60/14 
HP GA ER, 12” x ie whee 
u 3 2300-8400 REM i “x 2" 
U. 8. 3/60/220, 20” wheels 
U. S. Model 66, 14” x 3” wheels 


. 8. Model 65, 20” x 3” wheels 
P SWING FRAME, 22” 


es 


wheels 


MOLDING MACHINES 
Jolt Rollover Pattern Draw 
#1020, 50” x 60” Table, 3000# 
x 54 Table, 20” draw 
x 40”, 15” draw, 


48” x 109” table 
x 72” 
x 66” Table 


1500 # 
1—HERMAN 750 #, 30” x 36” 
2—INTERNATIONAL, 13” x 17” table, 6” 


dra 
1—MILWAUKEE #217, max. flask 41” x 
21” cyl., 1200# jolt cap. Jolt 
Sealeeap Pin Lift 
1—OSBORN #716PJ, 22” x 34” 
1250# Jolt Squeezers 
1—OSBORN #602, 36” x 26”, 900 
50". 18" oo. 3000#, flask size éa” 


1—OSBOR.: #42, 15” x 20”, hand draw 
2—SPO # M105, 17” x 20” table, port. 
x 60”, 1500 & 30004 


2 BOR, 30” x 40” w/air clamps, 1000# 
i TABOR 22” x 42”, pattern draw, shock- 
less ortable 

1—TABOR, 20” x 30” w/air clamps, 1000# 

2—TABOR, 14” x 16” Rockover. 

lain Jolt 

table sizes 24” 

x 30”, 1300# to 18004 

1—OSRORN #102 

1—SPO #5SP, 18” x 28” 
Jolt Pin Lift 


table, 


xz 37", 


P 
oP VENDORE 


table, 8004 


500 # 
30” table, 6” 


1200 # 
3—SPO ‘#305. #307, 750 Ib., Ib. 
1—TABOR, 17 = 20° ta ‘bie? eo 
1—TABOR, 20” x 20” table, hand strip 
1—TABOR, 20” x 24” table, 600 
Jolt Squeeze Pin Lift 
ea PEL, 18° 
table, 12” 


x 24” 


AND 


1632 N. Ninth St., Reading, Pa. 


| 1a #126, 21” x 27” 


8 
Se SPO #21 14F 


1200 # 
2M AUKEE #163, 15” 
5— osnoky, #712J, 


table, 
x 24” table, 
#712PJ, 18” x 28” 


21” x 27” table. 600# 
21” x 30” table, 800#. 


it Squeezers 


Q” 8q., 


table 
SPO #2136G, 


«INTERNATIONAL #10 LJS, ae x a 


1—MILWAUKEE 


i1—NicHOLs 4 B F-P 
31—OSBORN 


8—TABOR, 


#104-538, 17 21” 
600 # 
x 


rable. 
20” 


2753, #275PJ, 17” 
tables, 10” sq 400 # 
3” soit, 17” x 20” 
MATERIAL HANDLING 


ton w/magnet & bucket 


—p ee. Meobie Crane, BUDA Bagine. 
50 


1—C 


1—B&P #70 Speedmullor, 


LARK 1 * Lift, Gas, 3, b., ca- 
pacity, Solid Tire 


MULLERS AND MIXERS 
6'5” Dia., 15 
cu. ft. batch 


i. #40 Speedmullor, 5 cu. ft. batch 


1 
2—LANCASTER Mixers, 


P, Conventional, SIMPSON type, 
Bri Dia., arranged for cooling 
P #3% ulbaro 
TA #4, 5’ Dia. Pan, 


3-9 cu. ft. cap. 
1—MULLER Piaste er & Mortar Mixer, 3 


oO 


1—SIMPSON #1% Style UD, 4'6” Dia., 6 
1—SIMPSON #2, 6’ Dia., 


J 


cu. ft. batch, JS ite Tires 
SIMPSON #0, U, D, 3’ Dia., 175 lbs. 


ft. batch 
st 14 cu. ft. batch 
SIMPSON, #3, 8’ Dia. Unit Drive, with 
loader 20-25 cu. ft. batch 


LADLES AND POURING DEVICES 
tom 


Pour 


1—MODERN PP ore Type, 54” H x 39” top 


~MODERN Crane Type, 55” H x 50” top 


i_MODERN Crane Type, 60” H x 50” top 


L 
1—WHITING 42” 


8—WHITING, 26” Lx OB" dia., 
7—WHITING, 19” L x 25” dia. 
3—WHITING, 38” L x 28” dia., 


1 


1—COLEM AN 


2—ROSS, 


2—B & Mod 
i—_jEFFREY Sanditioner, F 
1—NATIONAL ENGINEERING 


a. NDP 15-25 tons/hr., 


2 


p Pour 
x 42” 
Cylindrica 


A ad dia., geared 

1100 # iron 

600 # iron 

"2200 # iron 
Pouring Devices 

WHITING, 850# to 2000# gross cap. 


ALLIS C ‘cosy Core 
Oven, Type FCD-1 


Ou, one compartment, re- 
'80” H 14’6” L 


Dielectric 


3 drawer, preheating, 
auto- ponzel. : > x 8’ W x 67” L 
compartment, recirc., 


rack type, "8 i4’ 3 1 
SAND CONDITIONING 


P Screenarator, Model ‘ 
Portable, 10-15 


SAND- 
pe goo ATOR Unit w/permanent mag- 


_ 
ROVER PREPARATOR, Comb. Model 
DC, 25 Ton/hr. Scrap removal, 8’ x 8’ 


2 HP 
1% HP 


tons/hour, 


Motor 
-ROYER, NC-2, 
Motor 


10-15 tons/hr., 


SAND CUTTERS 


: —AMERICAN, 15 HP. 96/78 Reel 


AMERICAN, 10 HP, 48” Reel 
SAND SLINGERS 


B&P Tractor Type, 19” head, 4” 
w/mag. separator, New 1947 
SHAKEOUTS AND SCREENS 
-HEWITT ROBINS, Vibrex screen, 3’ x 8’ 
SIMPLICITY, 3 x 8, 5 x 8, 8 x 10. 


MISCELLANEOUS 
—HOWE  WEIGHTOGRAPH SCALE, 


odel 1 
1— SANE & ROACH WIRE STRAIGHTEN- 
Model DX-5 
1 PATTERSON. KELLEY a Shell Dry 


Blen 
F LASKS. "CO 


EQUIPMENT 


3 pa 
ORE PLATES ‘AN Sizes 


Co. 


Phone: FRanklin 3-5103 


Send for Our FREE Catalog 











Circle 875 on Page 51 


FOUNDRY 














MACHINERY 


& WORLD'S LARGEST INVENTORY 


EQUIPMENT CO. 


AIR & ELECTRIC HOISTS 
15—DETROIT Air Hoists, 1, 1%, 5 ton cap. 
2—P&H and DETROIT Model LHR, 5 ton. 
20—THOR air hoists, %, 1 2 ton cap. 
85—INGERSOLL RAND Air Motor Type. 

Sizes RC-5, A, B, C, D-6, %, %, 1 and 
3 ton capacity. 
4—KELLER 1 ton capacity air hoists. 
1—SHAW BOX 2 ton load lifter. 
2—YALE ¥% ton. 

BUCKET ELEVATORS 
12—LINK BELT & JEFFREY, 30, 40, 50, 

Oo tt oo, Bx 7% 2 zs%uMz 7 
buckets. 

CUT-OFF MACHINES 
2—AMERICAN H-Rod Straighteners. 
mo fg 3 ME 2, 10 HP, 24” Blade. 

—GROB Band Saw, Type OS-36. 
TABOR C10AF—18” wheel, 10 HP. 
3—TESSEMER H & I Sprue Cutters. 
CORE BLOWERS 
3—CHAMPION Model CB-10, CB-18, & 
CB-400. From 10 to 300 lb. Cores. 
22—DEMMLER Model Nos. 1, 1E, 2, 2E, 
2K, 3, 3E, 3K, 4, & 4E. From 10 to 
100 Ib. Cores 
™— INTERNATIONAL Model SB-11 & 
SB-13, SB-15H, 15 to 30 Ib. Cores. 
. y 192 and 193. 
cores. 


1—SPO Model SC-10-DM Shell Core "Blower. 
1—SAN-BLOW, Model CB-40-B, 40# Cores. 


CORE OVENS 
ca MAYER 2-Compartment, oil 
red, I.D. 7’ W x 14’ deep x 8’ H each. 
1_INDUSTRIAL ‘Scan Carriers’’ con- 

tinuous, 18” x 80” 2 
1—THERMONIC. Model” *RS00A Dielectric. 

Cap. 900#s per hour. 

CUPOLA BLOWERS & EQUIP. 
1—SPENCER 150 HP 7500 CFM 48 oz. 
6—I & R Centrifugal 30, 50, 85 and 100 

HP, 3500 to 10,500 CFM w/blast gates. 
1—ROOTS 7,000 CFM, 50 HP motor. 
1—ROOTS CONNERSVILLE Type RCS 

Size 20 x 60 w/75 HP motor. 
1—MODERN No. 3% Cupola 
1—CUPOLA Bondactor, style 1250-L. 
1—WHITING No. 6 Cupola. 

ROTO-CLONES WET TYPE 
9—AMERICAN AIR FILTER bi ig ® wee. 

Sizes No. 1 20, 24, 27, & 30, 

w/sludge ejectors, cap. to 30, 000 “CFM. 

ELECTRIC MELTING FURNACES 
1—AJAX 20 KW Induction Unit. 
1—TOCCO 20 KW Induction Unit, 9600 
cycles. 
3—AJAX No. 100 & 300 Furnaces Only. 
1—BOOTH one ton, direct arc, side charge 
with 1500 KVA Transformer with gear 
and all controls. 
1—DETROIT Size CM—-8000# Cold Charge 
w/1000 KVA transformer. 


GAS & Olt FIRED FURNACES 
23—LINDBER ER Model 
electric Tiling. "Slee 150, 400, 600, 
1700, 2000 & 2400#, aluminum capac- 
ities. Gas o 
5—LINDBERG ype BBI Hand 
Tilting Furnaces, Sizes 100, 125, 225. 
29—LINDBERG FISHER & CAMPBELL, 
HAUSFELD Stationary, Sizes 100, 150, 
200, & 550 capacity. Gas or Oil Fired. 
1—STROMAN Model JC Cradle Type 
Hydraulic tilt, 2000# capacity. Iron. 
HEAT TREAT FURNACES 
1—DESPATCH Model DT-26, 38” diameter 
x 26” height, gas fired recirculating, 
1250°, pit type. 
1—SURFACE COMBUSTION, 54” 
box-type, gas fired, 1850° F. 
GRINDERS 
Swing Frame 
1—MARSCHKE 20” x 10” wheel, 10 HP. 
2—FOX No. 6, 24” x 10”, 15 HP. 
3—MARSCHKE 24” x 3” wheel, 15 HP. 
2—U. 8S. ELEC. Model 24, wheel 24” x 3”. 
ee DIXON # 2420, wheel 24” x 


x 96”, 


Snagging 
2—U. 8S. #64, r ete 7% HP. 4 speed. 
2—SAFETY #174, 24” x 3” wheel 10 HP. 
2—MARSCHKE 24” x 4” wheel, 20 HP. 
1—U. S. #65, 30” x 3”, 30 HP, 4 speed. 


Core 
2—MILWAUKEE 70- 12, 70” dia. table. 
1—STONEY Core Grinder. 16” dia. Wheel. 
Horizontal Dis¢ 

GARDNER No. 124—53” wheel, 20 HP 
17—MODERN wot 

— & WHITING Cylindrical 
Ladles, 275, 1500, 2450, & $000 Ibs. 
capacity. All Enclosed Gear 


15539 SARANAC ROAD—CLEVELAND 10, OHIO—CALL LI. 


12—MODERN Model F-9 and FA-9 Pour- 
ing Devices, with ladles 400 to 800 Ibs. 

37—MODERN & bo gg Lip Pour, En- 
closed Gear, 200, 1600, 2000, 4000, 
6000, 7000, $000, & 80, 000 Ibs. capacity. 

7—MODERN & WHITING Cylindrical Mix- 
ing Ladles, 2 & 3 ton capacities. Elec- 
tric & Manual Tilting. 

7—WHITING Bottom Pour 4 ton. 





MUST BE SOLD 
INDIVIDUAL ITEMS OR BULK 
WHITING No. 9 Cupola 
With Swivel type Charger Skip 
Hoist type w/storage hoppers 
Scales & Cone Bottom ‘‘Wish Bone’’ 
Buckets, Mixing Ladle & Blower. 











MOLDING MACHINES 


Jol ueezers 
37-OSBORN, SPO, MILWAUKEE, Porta- 
able & Stationary. 10” Squeeze Cyl. 
13—OSBORN, MILWAUKEE & SPO Porta- 

able & Stationary, 12” Cylinder. 


ain Jolt 

1—HERMAN 40” x 58” table, 3000# cap. 
1—HERMAN 8’ x 12’ table, 32,000# cap. 
1—J&J 50 x 72 Table—5000# cap. 

Jolt Rollover Pattern Draw 
1—DAVENPORT 28-SA, 29” x 40” 
2—DAVENPORT 40-SA, 42” x 50” table. 
3—HERMAN 1500 lb. Series, 26” x 48”. 
1—HERMAN 750 Ib. Series, 20” x 30. 
2—HERMAN 4000 Ib. Series, 40” x 60”. 
14- — aes ae Type 'G, Sizes 20” 
1—INTERNATIONAL RES Size 15” x 8”. 
2—J & J #612, 24” x 30” Table 
4—J & J #918, 44” x 54” Table. 
1—J & J #815-B, 30” x 40” Table. 
1—MILWAUKEE #167, 32” x acl 
1—MILWAUKEE #60B-3, 60” Flask 
10—OSBORN #40 and 42 Core Rollovers. 
1—OSBORN #442, 21” x 31” Table. 
m OSBORN #242W, 29” x 42” Table. 
12—OSBORN #601 & 602, 30” & 36” Wide 

Flask, 10” draw, 750 Ibs. Cap. 

ee 643—Table 35 x 50—2000# 


1—SPO #413D, 24” x 25” Table. 
1—SPO Model 9336, table size 22” x 28”. 
1—SPO Model 508, table size 28” x 30”. 
1—SPO 506—24” x 30” Table, 10” Draw. 
3—TABOR 30” x 40” Table, 12” Draw. 
4—TABOR 22” x 32” Table, 10” Draw. 
Jolt Pin Lift 
ly nas eae ~ JDP 1600 x 
draw, 36” 36” table. 
2—OSBORN #559, 25” x 30” Table. 
2—MILWAUKEE #2542, 38” x 42” Table. 
1—SPO #3058, 22” x 28” Table. 
1—SPO #3102—42” x 50” Table. 
Pin Lift 
9— alge 5.5 age & B P Speed 
aw. Used with Sand Slinger. Cap. 
600 to 2000 Ibs., up to 30” x 40” flasks. 
Jolt Squeeze Pin Lift 
1—MILWAUKEE #125, 21” x 27” 
1—OSBORN #712-V, 18” x 26” 
2—OSBORN #710-J, 17” x 21” Table. 
4—INTERNATIONAL PKL. 17” x 26”. 
1—INTERNATIONAL PK-20, Size 20” x 8” 
1—OSBORN 716 PV-—22” x 34” Table—16” 
dia sq cyl. 


CONVEYORS 


Steel Apron 
9—JEFFREY & LINK BELT 24”, 30”, 36”, 
42”, & 48” Widths. Lengths built to your 
specifications, with reducers & motors. 
cillating & Vibrating 
1—LINK BELT 48” x 154’, 20 HP Motor. 
4—LINK BELT 30” W x ‘45’, 65’ & 80’. 
7—JEFFREY TAYLOR No. 5 Vibrating 
Feeders 24” wide x 7’. 


table. 


Table. 


10” 


Table. 
Table. 


Roller 
2500’ MATHEWS 6”, 12”, 18” & 20” wide. 
2%” dia. roller, $4” hex shaft centers, 
4” channel. 
500—-MATHEWS 12” & 36” wide, 3%” dia. 
1” hex shaft on 6” centers, 6” channel. 
Mold 
1—LINK BELT 36 cars 4’ x 5’, 190’ track, 
with automatic dump. New 19: 
3—LINK BELT 88 Cars 20” x 48”, 350’ 
track, with automatic dumping. 





Belt 
LINK BELT & JEFFREY 18”, 24” & 
30” wide. Flat or trough idlers, all 
Timken ‘one Built to your speci- 
fications. be equipped with 
molders a... & Ploughs. 








OF GUARANTEED FOUNDRY EQUIPMENT 


| 


AAA MACHINERY & EQUIPMENT co. 


MOLDERS HOPPERS & STORAGE 
B 


IN 
7—NATIONAL & LINK BELT Storage 
Bins, 60 to 150 tons cap. 
MOLDERS Hoppers 1% 
3—NEWAYGO HS-7-GT 
Handy Sandy’s. 


SAND MULLERS 
40 Speed Muller, 6 cu. ft. 


ton cap. 
Twin Hopper 


. 610 w/skip hoist 
loaders, 10 to 14 cu. ft. batch. 
1—DRAVO-DOYLE 6 cu. ft. cap. Port. 
1—LINK BELT 48” x 8’ Paddle Type. 


#92 
Fe, 


#3, Style C, 


1—PEKAY No. 160-1-24 Mixer Muller, 
single stage for 24” belt, 230 TPH 
1—SIMPSON #0, Style B, 175 Ib. 
1—SIMPSON #1%, Style. UD, 700 Ib., 
w/loader 
1—SIMPSON Style C, 00 Ib., 
w/loader 
3—SIMPSON 3000 _—iIb., 
w/loader 
3—SIMPSON #3, Style UD, 3000 Ib., 
w/loader 
1—SIMPSON No. 1H Style UD—500# 
bate 
2—Mixer Muller, 6 cu. ft. paddle type. 
SAND PREPARATORS 
2—NATIONAL #3 Style C Aerators. 
6—ROYER Complete conditioning units in- 
cluding Shakeout, Belt Conveyor and 
Sand _ Blender. 
6—B & P Screenerators, Models 8, M & L 
8—ROYER Models, NC-4, NDS, NDP. 
6—AMERICAN Sand Cutters, Model M, 
Sizes 79/60, 89/70, 99/80. All late. 
4—AMERICAN ate AA and AM, 45” & 
60” Cees ee 
1—ROYER S-522- OM Scrap Control 60 ton 
per hour capacity. 
1—AMERICAN “Sand Master,’’ 102”/70” 
cutting blade—1952. 
1—MOULD ERS’ 1 FRIEND 60” Brush. 
1—REDDY-SANDY Model RS-VM. 
SANDSLINGERS 
1—B & P Motive Jr., 300 cu. ft. tank. 
—B & P Tractor Type 19” head & 16” 
head, 13’ arms. Magnetic towers. 
Stationary Sand 
d 22” heads, with 
, 40 and 50 HP motors. All late. 
B & P Swing Type Slingers 19” head. 
& P 2 ton plate feeder. 
& P 8 ton plate feeders. 
& P 35 ton capacity plate feeders. 
SHAKEOUTS & SCREENS 
KB , 6 ton cap. 
0’ Model D. 


Model D. 


1—SIMPLICITY 5’ x 8’, 
Hex Screen. 


1—NATIONAL ENG. 5’ x 8’ 
1—HEWITT-ROBINS 36” x 78” Vibrex. 
1—SIMPLICITY 4’ x 10’ Model B, Single 
deck sifter screen, 10 HP motors. 
1—HEWITT - ROBINS Vibra - Feeder 30” 
wide x 60” long. 
2—ROBBINS 3’ 
—ROBBINS 3’ 
1 —ROBBINS 4’ 


x 
0’ JF11—30,000# 
| SIMPLICITY ra ry 6’ Model B. 


SAND BLAST EQUIPMENT 
1—AMERICAN 36” x 42”, w/Skip Hoist. 
x 42”, w/skip Hoist. 
2 with skip hoist. 


-_1-B Suction Cabinet. 
1—AMERICAN #3 Tablast, 4—48” tables. 
1—AMERICAN #1 Tablast, 7—14” tables. 
1—AMERICAN No. 2A _ multi-tablast. 
se 20” x 27” Rubber Belt 


Tumblas 
1PANGBORN #45, type - Sand Blast 
Room 10’ L x 8 W 6’ 
1—PANGBORN No. 53 “tepe Aion. 2 blast 
cabinet with dust collector 
Model 6-LF, 6’ diameter 
plain table with dust collector. 
7a ee Shot Blast Room 


TUMBLING BARRELS 
13—SLY & WHITING. All late type units, 
with S ant motors and built in mag- 
netic brake, Timken Be sa 
sizes: 30” x 48”, 24” 48”, ‘ 
36” x 84”, 42” es v2", “48” x 32, ‘8° x 
96”, “2” x 120” 


1-6545 
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CLASSIFIED ADVERTISING RATES 


(Effective July 1, 1956) 





POSITION WANTED—Minimum advertisement set 

solid, 30 words or less, $3.50. Additional words 15c ; INCH RATES PER INSERTION 

each. Single Column One Three Six Nine Twelve 

214” Wide Time Times Times Times Times" 

“Linch -.. $ 22.20 $ 21.00 $ 19.80 $ 19.20 $ 18.60 

2 inches 43.20 40.80 38.40 ~—37.20 36.00 

ALL OTHERS — “Help Wanted” — “For Sale” — _3 inches 63.00 59.40 55.80 = 54.00 52.20 

“Wanted-To-Buy”, etc., minimum advertisement set _4inches ....-. 81.60 76.80 72.00 69.60 67.20 

solid, 30 words or less, $8.00. Additional words 30c 5inches ...--. 99.00 93.00 87.00 84.00 81.00 

each. 




















“Ginches...... 115.20 108.00 100.80 97.20 93.60 


“Tinches ...... 180.20 121.80 113.40 109.20 105.00 
8 inches 144.00 134.40 124.80 120.00 115.20 
: ; “Qinches ...... 156.60 145.80 135.00 129.60 124.20 
NOTE—If replies are to be sent to a box number in 10 inches (1 col.) 168.00 156.00 144.00 138.00 132.00 
care of FOUNDRY, add 8 words to your advertise- ib inches(*%4page) 243.00 225.00 207.00 198.00 189.00 
ment for box number and address. 20 inches (2 cols.) 312.00 288.00 264.00 252.00 240.00 
30 inches aA IA 82 2 a0 

“(full page) .. 450.00 414.00 378.00 360.00 342.00 
Any advertisement set in all capital letters, add Remieenes ee ee ee — 
50% to the above rates. 




















Classified Forms Close the 13th of Month Preceding Issue 


FOUNDRY 


PENTON BUILDING e CLEVELAND 13, OHIO 











SUPERMLX BETTER CORES AT LOWER COST 


CUTS MIXING TIME 50% @ MINIMIZES AIR HARDENING 
NO HEATING ® NO CRUSHING ® NO BALLING @ EASILY CLEANED 
FOR MIXING @® CORE SAND @ FACINGS @ REFRACTORIES 
$395 CALL OR WRITE TODAY FOR COMPLETE DETAILS. 


Mo. 2 Lab, Model UNITED STATES FORGE AND FOUNDRY CO. PULASKI, N.Y. 


Capacity 100 Ibs. 











Circle 739 on Page 51 


BETTER MAGNETIC SEPARATION 
and Far Lower Maintenance Cost with 
R s d f lling. 
RINGLIFT CONDITIONER wre coe ater, utes al 
. : sand from floor, screens, 

_ é ticall arat ’ 
pena gpgy y EDWIN S. CARMAN, INC. 
Cuts swath to 104”, turns 


in 63” radius. Straddles LEE ROAD AT MAYFIELD 
24” high x 70” windrows. CLEVELAND 18, OHIO 
es e 


Most economical machine 
of its type to buy, operate 


and maintain. Send for A COMPLETE FOUNDRY SERVICE 


folder. 


STATES ENGINEERING M 
CORPORATION 
920 W. Berry St. 
Fort Wayne, Indiana 
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PRODUCTION IMPREGNATION CUTS TEST COSTS: 
ELIMINATE DOUBLE PRESSURE TESTING with IMPREX 


“Twin 92”, dual autoclave. Get complete penetration of sand 
or die pressure castings of any metal—coarse or micro-porous. 


YPREX owvision 2023-F SOUTH 60th © MILWAUKEE 19, WISCONSIN 


DEAL INDUSTRIES, INC., SYCAMORE, ILL. Write TODAY for complete information 
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THE PENTON PUBLISHING COMPANY 
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Herman Pneumatic Machine Co. 128, 
Hickman, Williams & Co. 
Hines Flask Co., The 
Hooker Electrochemical 
Division 

Frank G., Co., 
Cc. B., & Son, 


Founpbry is edited primarily for management, 
production, technical and purchasing personnel 
in foucdries. A copy is sent at no cost to 
each metal casting plant in the U. S. and Can- 
ada eriploying 20 or more workers and to se- 
lected smaller foundries. Additional copies are 
sent to each foundry to the extent necessary 
to serve key foundry personnel on an individual 
or routed basis. A limited number of copies is 
supplied at no cost to educational institutions. 
Subscriptions in the U. 8., possessions, and 
Canada for home-addressed copies and copies 
not qualified under the above principles: One 
year, $10. Single copy, $1. Other countries: 
One year, $20. Single copy, $2. 
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a 
VAN Qa 
Dig, 


to put extra PUSH behind 


your sales program 
to the $63 BILLION 


foundry market, call on 
FOUNDRY’S 
PLUS 5 SERVICE 


What is PLUS 5? 


PLUS 5 is a 5-step program de- 
signed to move more of your prod- 
ucts into foundries. It is as simple as 
that. Every FOUNDRY advertiser is 
eligible to test its advantages. Here 
is help in analyzing this market, 
studying sales territories and poten- 
tials, planning the sales effort, and 
creating a constructive promotion 
program to the 6% billion dollar 
foundry market. You can’t afford to 
overlook this rapidly growing mar- 
ket—and the unusual selling aids we 
have for you. Say PLUS 5 to your 
FOUNDRY representative, and he’ll 
show you real sales help! 


A Penton Publication 


FOUNDRY 


more than a magazine . .. a complete 
sales development service 


Penton Building, Cleveland 13, Ohio 
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For speed and convenience Screen Twice as 
much for Half 


your present 
cost! 


COMBS GYRATORY 
RIDDLES 


“The Greatest Name in Motion” 


TYPE “CS”. Complete 
price $395.00. 24” square 
sieve. A con- 
tinuous op- 
eration sieve. 
ali ; Requires no 
the controlled silicate CO, binder 2 sr adc 
i refuse is ejec- 
ted off to one 


A GRADE FOR EVERY FOUNDRY REQUIREMENT | gi tae’. cone 


op Ib., 1/3 
a . .P. enclosed 
MOROC @ High strength binder for ferrous and on oi 


nonferrous molds and ladle linings. 


MOROC @ For medium-sized and large molds 
and cores. Has high-strength and good 
collapsibility. 


MOROC © High-strength, high-collapsibility binder 
for ferrous and nonferrous cores, can be 

ail sree seiea TYPE “CR”. Complete 

used in core blowing equipment. price $385.00. 24” dia. 
: : ’ sali round sieve. Sifts, TYPE “HL”. 
MOROC 0 Binder with extra-high collapsibility, fluffs, mixes, aerates Price $285.00 
especially well-suited for core blowing sand. Height 4'6", complete, less 
: weight 250 lIbs., 1/3 sieves. Labo- 
equipment. H.P. enclosed motor. ratory model 
Available in tank cars, tank trucks, 55-gal. drums, especially de- 
5-gal. cans. signed for lab- 
oratory sand 
po , ina control, fitted 
MOROC CORE PASTE — For joining sections of sili- with 1/6 HELP. 


cate bonded cores. Fast drying, gives a high- — mo- 
strength bond in minimum time. Supplied in 55- : 


gal. drums, 5-gal. pails. 





PROMPT 


FOR INFORMATION DELIVERY 


from your 


CALL YOUR NEAREST ee 
DIAMOND ALKALI SALES OFFICE Becta 


4701 Paddock, 4246 Forest Park Bivd., oe ee ee 
Cincinnati, Ohio St. Louis 8, Mo. sieve with special clamp for 5- 
20 N. Wacker Dr., 1006 Main St., second changes. Height 4’6”, 
Chicago 6, Ill. Houston 2, Texas weight 100 lIbs., fully-enclosed 
633 Penton Bidg., Box 2088, DeSoto Station, 1/6 H.P. motor. Also avail- 
Cleveland 13, Ohio Memphis, Tenn. able in Giant V-5 with 36 

sieve for triple capacity .. . 
12 South 12th St., 99 Park Avenue, Price $545.00. 
Philadelphia 7, Pa. New York 16, N. Y. 

SSSSSSSSSSSSSSSSSSHSESSSSEESSSSESSSESSSSEEESESESSESeeeeeees 


Pitsburg 22 Fa | mai |GREAT WESTERN MFG. CO. 


I nworth, Kan h MU-2229 
Diamond Alkali Company, Cleveland 14, Ohio | THE | Send Additional ee 
FREE Information 


Diamond | orn aos 
> Chemicals | NO™ (ay — 
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70 tons of gray iron, cylinder liners 
are poured in 8 hours for 
Allis-Chalmers tractors. 





Pouring nodular iron for valve bodies 


at State Foundry, Cedar Grove, 
Wisconsin. 











ferrous and nonferrous all boost tonnages and profits 
through mechanized, one-man pouring. When ladles 
and pouring devices are synchronized the MODERN 
way— 
e Back-breaking work is eliminated... 
End-of-heat fatigue is minimized . . 
Fewer accidents reduce insurance rates... 
Less metal is pigged .. . 
Chilling-waste is nil... 
e Over-all quality of metal is higher .. . 


For layout and design information ask for catalox 
P-152-A. Illustrated in the colorful, 52 page catalog » 
are construction details and operating techniques on 
pouring devices, crucibles, ladles, cranes and mono- 
rail systems. Eighteen types of ladles -- grouped by 
serial numbers, diameters and metal capacities are 
matched-up to the metal loads and the gross lifting 
capacities of the pouring devices. Check the coupon 
for CATALOG P-152-A... 


[] Mail catalog on pouring devices and ladles.. 
[] Mail catalog on cupolas and chargers 
(] Ask a representative to call 
[] Send more information on 16 mm, sound, color films.. 
COMPANY... 
STREET....... 
Fae NAR ee 
My Name... 


SRY BPs 


New 
ws end diFt 
er 
ent mold and 
with the CO ‘6 core coati 
e@ CO, proce Datings for use 
ocess us 


an S¢ sprayed 


. NW TALAL 


RED SKIN 
CORE COA 


Sswabbed M 
xed 


"g w 
b 
Burn d 
dry in 10 
- J to 40 
secon 
Conds. 


TING 


PRODUCcTs 


flowob!l ty 
Cores 1 


Produces smootmer castings © *° 


ENS BRANCHES 


ARE LOCATED IN THE 
FOLLOWING CITIES: 


BUFFALO, CHICAGO, 

CLEVELAND, DETROIT, 
DIANAPOLIS, NEW HAVEN, 

SPRINGFIELD (OHIO) 


STEV 


WwW 
pet MORE INFORMATION ON 
OF THESE PRODUCTS ? 
ct tevens representative 
. esentative or 
- ote c B. Stevens, Inc 
th Street, Detroit 16, Mich. 
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Grindle Vertical 
Side Dump 
Charger. 


CHARGING SYSTEMS 


Grindle Type Cupola Charging Equipment — now furnished by Bartlett- 
Snow — is designed for utmost efficiency and economy, skillfully engineered 
to meet your tonnage and yard conditions, and ruggedly built for continuous, 


Above,—Grindle Cone : . . 
Retbeds: Mieke alate, o exceedingly satisfactory service. 


Grindle Beuble lect Drep THE VERTICAL SIDE DUMP CHARGER is usually preferred for small daily 
Bottom Bucket. ‘ : 

tonnages or restricted ground area. It features the Grindle retractable bucket 
discharge arrangement that spreads the charge evenly, avoiding localized 
over-heating, and thus prolonging the life of the cupola lining. 
THE INCLINED SKIP HOIST CHARGER provides a means of charging over 
buildings or other yard obstructions, and is also provided with the Grindle 
retractable bucket discharge. 
“S"-TYPE SKIP HOIST CHARGER for handling large tonnages, permits four 
cupolas to be serviced with a single charging system. 

All three types can be fitted with carefully synchronized electronic controls 
to insure automatic cycling for utmost economy. 

Trained, experienced engineers will gladly study your facilities and sug- 
gest ways in which you, too, can cut your cupola charging costs. Write or 
telephone your inquiries, which will have our prompt attention. 


THE C. O. BARTLETT & SNOW COMPANY 


Designers, Engineers, Fabricators and Erectors of Foundry Equipment 
HOME OFFICE—CLEVELAND 5, OHIO * NEW YORK ® CHICAGO * DETROIT * BUFFALO * PHILADELPHIA 





